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FOREWORD 


Tuts volume, the one hundred and fifty-eighth of the regular Insti- 
tute TRANSACTIONS, is the seventeenth devoted to technical papers 
and discussion presented at the fall and annual meetings of the Iron 
and Steel Division. The twenty-four papers in this volume cover a 
wide field—from iron-ore concentration and blast-furnace refrac- 
tories, through the chemistry of the bessemer and open-hearth 
processes, to the more theoretical phases of structural changes in the 
solid state—and it is certain that at least one, and probably more, of 
these papers will be of lasting value to every member of the Division. 
Of special interest to all of us, regardless of our specialty, is Dr. 
James T. MacKenzie’s fine Howe Memorial Lecture on gray cast 
iron, in which he shows what a valuable constituent graphite is when 
interspersed with a steel matrix. 

The high quality of the papers in this volume is self-evident and 
the Division’s Publications Committee under the chairmanship of 
E. S. Davenport and Carl M. Loeb, Jr., has worked conscientiously 
to ensure that our high standards were constantly maintained and 
that an author whose paper is published in this volume is sure that 
his work is new, important, and of lasting value. 

This volume of TRANSACTIONS represents only the formal tech- 
nical papers presented at the regular meetings of the Division, and 
does not include the proceedings of the three important conferences— 
open-hearth steel, blast furnace and raw materials, and electric- 
furnace steel—sponsored by Division standing committees. The 
published proceedings of these three groups, totaling 850 to goo 
printed pages of up-to-the-minute data for operating men and 
metallurgists in the production field, are unique in technical society 
publications, and they have attained a world-wide fame for the 
value of their subject matter. 

It is a pleasure for me to compliment the Institute, the Iron and 
Steel Division, and the three committees concerned for the fine 
reputation they have established and for the stimulation they have 
afforded to blast-furnace, open-hearth, and electric-furnace men 
everywhere to make a better product at a lower cost. 

~ Wiritam A. Haven, Chairman, 
Iron and Steel Division. 
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Gray Iron—Steel Plus Graphite 


By J. T. MacKenzir,* MemsBer A.I.M.E. 


(Henry Marion Howe Memorial Lecturet) 


HENRY Marion Howe, in whose mem- 
- ory we are gathered together, was one of 
the great thinkers who develop from time 
to time to whom is given the rare gift 
of synthesis. Analysis is given to few, but 
synthesis, the ability to show the relation 
of all parts to each other and thus to 
give a clear picture of the whole, is reserved 
for the very few. Analysis can be achieved 
by honesty, intelligence, and industry, but 
synthesis is only given to genius. 
Professor Howe’s crowning achievement 
is the picture of the whole iron-carbon 
series shown in Fig. 1, which places steel, 
malleable, gray iron, mottled and chilled 
irons in their proper relation to each other 
and shows the essential unity of the series. 
Perhaps his best statement of the case is 
found on page go of the Metallography 
of Steel and Cast Iron in these words: 
“Each member of the gray cast-iron series 
consists of the metallic matrix approxi- 
mately equivalent to that member of the 
steel-white-cast-iron series to which it 
corresponds in percentage of combined 
carbon with its continuity broken up—by 
masses of graphite . . . ’’ Apparently he 
had taken considerable interest in this 
idea around the turn of the century, for 
he refers to a discussion at the Franklin 
Institute in 1900 in which he said: “Though 
many others had probably conceived this 
relation between the steels and cast irons, 
it was here enunciated for the first time, so 
Manuscript received at the office of the 
Institute April 20, 1944. Issued as T.P. 1741 in 


METALS TECHNOLOGY, June 1944. 
* Chief Metallurgist, aurea Cast Iron 
Pipe Co., Birmingham, Alabama. ; 
Pprecentied at the New York Meeting, 
Twenty-first Annual Lecture. 
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far as I know. It was received with great 
incredulity.” 

The concept was explained in some 
detail in a paper on “‘The Constitution of 
Cast Iron” presented before the A.S.T.M. 
in 1902 when Professor Howe was retiring 
president of that young society. In the 
discussion Dr. Sauveur stated that he was 
“very well acquainted with Professor 
Howe’s theory of the constitution of cast 
iron,” and went on to say that while he 
“shared it to the fullest extent, some 
foundrymen ... claim cast iron is a 
metal entirely different from steel... 
that steel and cast iron have very little 
in common, and that therefore the knowl- 
edge gained in the study of steel is of little 
or no value in the study of cast iron.” Dr. 
Moldenke, in discussing the same paper, 
said he had been working on the same 
theory for 12 years but he laid no claim to 
publication. 

Discussing the difference in the micro- 
structure of the metallic matrix, Professor 
Howe pointed out that “such minor struc- 
tural differences are indeed to be expected, 
because of the difference in the con- 
ditions under which these constituents are 
generated. 

“One difference in these conditions is 
that the steel of most micrographs has 
been either forged or at least treated 
thermally in such a way as to give a new 
structure radically different from that 
which formed during the initial solidifica- 
tion, whereas the cast irons have not. Hence 
what we see in the steels is a transforma- 
tion structure, but in the cast irons a 
solidification structure. By giving the cast 
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irons a suitable thermal treatment, they 
too can be given a transformation structure 
much closer to that of steel.” 

Today large tonnages of cast iron are 
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FORMATION OF GRAPHITE 
The mechanism of the formation of 
graphite* has been studied by many 
metallurgists, but the most concise and 
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Fic. 1.—RELATION OF CAST-IRON FOUNDRY PRODUCTS TO THE STEEL-WHITE-CAST-IRON SERIES AS 
REGARDS THEIR CONTENT OF COMBINED CARBON AND OF GRAPHITE. 
(Fig. 19, p. 87, Metallography of Steel and Cast Iron, by Howe.) 


heat-treated—some annealed, some nor- 
malized, some quenched and drawn. Two 
examples are shown in Fig. 2 coming out 
of commercial production. These are 3!4-in. 
dia. bar stock of low total carbon (2.4 
per cent). The as-cast structures show 
coarse pearlite and had a tensile strength 
of 39,000 lb. per sq. in. with a Brinell 
hardness number of 235 to 255. The struc- 
tures after heat-treatment (normalized at 
1700°F.) gave tensile strengths of 53,000 
with a Brinell of 285—a great improve- 
ment due to transformation of the matrix, 
since the graphite was changed practi- 
cally none at all by this treatment. 


clearest statement of it was made by 
Alfred Boyles after a thorough investi- 
gation presented before this Institute in 
1937. Boyles summed it up as follows: 


r. Primary austenite freezes out in the form 
of dendrites, which continue to grow down to 
the eutectic temperature. 

2. Crystallization of the eutectic liquid be- 
gins at centers which grow equally in all direc- 
tions, forming a cell-like structure. 

3. Segregation takes place in two stages: (a) 
between the primary dendrites and the liquid, 
(b) from the crystallization centers of the eutec- 
tic outward into the boundaries of the cells. 


* “Gray iron,’’ unless qualified, in this paper 
refers to normal hypoeutectic irons. 
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4. Constituents formed during the freezing 
of the eutectic occupy the interstices of the 
dendrites. The graphite flakes and the phos- 
phide eutectic thus are restricted by the size 
and distribution of the dendrites. 


a) 


With this clear statement before us, we 
thought of the method used by Roll to 
obtain a space model of the graphite 
flakes. The method is shown in Rig eset 


Fic. 2.—CAST IRON ETCHED WITH 2 PER CENT NITAL. X 875. 
a. Cast 9/15/43. As cast. 
b. Cast 9/15/43. Heat-treated. 
c. Cast 9/17/43. As cast. 
d. Cast 9/17/43. Heat-treated. 


5. Graphite flakes do not begin to form until 
the eutectic begins to freeze. As soon as the 
eutectic is completely frozen, the flake struc- 
ture essentially is complete. The flakes grow 
radially from 'the crystallization centers of the 
eutectic outward into the surrounding liquid, 
resulting in a ‘‘rosette”’ or “whorl” formation. 


consists of firmly establishing the position 
of the specimen on the stage of the micro- 
scope, photographing and _ repolishing. 
Between polishings the specimen is meas- 
ured accurately and when enough plates 
are obtained they are stacked with the 
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proper spacing between to give the three- word “whorl” appests Re be a Men 
dimensional picture as shown. A model description than rosette.” Four more 0 
can then be constructed of some plastic, these formations are shown in Figs. 6 and 7. 
as shown in Fig. 4. Roll seemed to think Three SCULGeamane shown as the conven- 
of the graphite only as flakes, but with tional photographs in Fig. 8. 


| 
iP 
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Fic. 5.—MOopELS OF GRAPHITE WHORLS. X 150. 


Boyles’ theory in mind we observed the After constructing the individual flakes, 
relative position of the flakes and thus we tried setting them up in their actual 
obtained the highly satisfactory confirma- space relationships, with the results shown 
tion of his theory, shown in Fig. 5. Boyles’ in Fig. 9, which gives views from both 


ses 


sides and the top (standard inch included 
for scale). The magnification of the models 
is about 150. These are not all of the 
formations in this volume but enough are 


developed to show that the space relation- 
ships confirm Boyles’ reasoning. 

The formation of graphite is accom- 
panied by the expansion. This has been 
shown by a number of investigators, 
notably Keep, West, and Turner, and was 
lately the subject of some very accurate 
tests by the National Bureau of Standards. 
Their curves for two bars cast from the 
same iron are shown in Fig. 1o and are 
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typical of all of them. This phenomenon 
probably is the reason why cast iron does 
not have a porous structure, as is com- 
monly supposed. Even Professor Howe 


Fic. 6—MODELS OF GRAPHITE WHORLS. SAME FLAKES FROM DIFFERENT ANGLES. X 150. 


passed on this idea, saying: “The presence 
of this graphite skeleton offers to liquids a 
path of relatively easy passage.” 

As just shown in the space model, Fig. 9, 
the graphite flakes do not completely 
envelop the grains. Piwowarsky showed 
(Die Giesserei, 1929, p. 838) that cast iron 
becomes permeable only at a thickness 
that is governed by the greatest length of 
graphite flake. He concluded that the 


18 GRAY IRON—STEEL PLUS GRAPHITE 


flakes do not join each other and that, 
therefore, if the cast iron is of sufficiently 
great thickness with respect to the length 
of flake, there will be no permeability. 


porosity, as commonly understood, is due 
to flaws in the casting—never to the metal 
structure. Thousands of tests on cast-iron 
pipe and fittings have proved this beyond 


Fic. 7—MOoDELS OF GRAPHITE WHORLS. SAME FLAKES FROM DIFFERENT ANGLES. X 150. 


To prove it he tested three grades of iron 
with hydrogen at 45 lb. per sq. in. 
(3 atmospheres). His criterion of leakage 
was one cubic inch of hydrogen per square 
inch per week. The two soft irons, one a 
pig iron, showed leakage through 0.024 in. 
but not through 0.030 in. The high-test 
cast iron, with its smaller flakes, showed 
leakage through 0.020 in. but not through 
0.024 in. A test on o.118-in. (3 mm.) plates 
of all three at 2100 lb. per sq. in. (140 
atmospheres) showed no leakage in any 
of them. From this, he concluded that 


a doubt. Every leak is a flaw, sometimes a 
shrink, a blowhole, a cold run, or a sand 
or slag inclusion—but more often two or 
more of them together. One test 6-in. line 
was kept under gasoline pressure 233 days 
with all valves closed. The pressure, which 
was started at 800 lb. per sq. in., rose and 
fell in exact proportion to the temperature 
for the whole time. The temperature in the 
line varied from 42° to 85° with a corre- 
sponding change in pressure from o to 
1690 lb. per sq. in. One week’s chart is 
shown in Fig. 11. The lag is due to the 
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Fic. 8.—CUTS OF GRAPHITE-FLAKE MODELS. X t00. 


a, top; b, middle; c, bottom. 
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Fic. 9.—N SLS OF G : 
) MODELS OF GRAPHITE FLAKES SET UP IN SPACE RELATIONSHIPS. X 150 
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Fic. 10.—RELATIVE CHANGES OF LENGTH IN 34-INCH SQUARE BAR AND I ] 59-INCH SQUARE BAR, EACH 


CONTRACTING INDEPENDENTLY. 


Curves supplied by Foundry Section, National Bureau of Standards (Fig. 82, Symposium on 


Cast Iron, 1933) 
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Fic. 11.—ONE WEEK’S CHART OF THE HIGH-PRESSURE GASOLINE TEST LIN 
Outer record, temperature, deg. F. X to. 
Inner record, pressure, lb. per sq. in. 


E AT ACIPCO. 
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fact that the thermometer was in the 
atmosphere but the pressure was that of 
the gasoline. Even a slight seepage through 
the whole surface of the line (100 ft. of 


| Es) 


Fic. 12.—STRAIN LATTICE. 


6-in. pipe of different classes with wall 
thicknesses varying from 0.30 to 0.45 in.) 
would have been evident from the tem- 
perature-pressure relation. The line was 
under water and no sign of gasoline was 
ever visible during the test. 

This expansion on freezing, while it 
tends to reduce shrinkage, cannot entirely 
eliminate it, since the expansion of the 
first shell tends to enlarge the mold. The 
next layer to freeze also expands, producing 
a further expansion in the still plastic 
outer shell, so that the still liquid metal 
of the interior is not sufficient to fill the 
volume due to this extra expansion; and as 
there is still some liquid shrinkage to take 
place, a pipe must result unless the cavity 
is fed. 

Again referring to Fig. ro, we see that 
contraction on freezing gives the same set 
of phenomena at 1130° that occur in steel 
at 725°. Thus cast iron is twice put in 
jeopardy for the same offense. At 1130°, 
though, cast iron has no tensile strength 
at all, while steel and cast iron have some 
strength at 725°. Thus, for thick and thin 
sections joined together the only “out” is 
the plasticity of the metal and some com- 
pressive strength. Assume two sizes of 
bars connected at both ends as in the 
familiar strain lattice of the Germans 
(Fig. 12). The small bars first freeze and 
expand. Now the small bar begins to 
contract but the large bar begins to 
expand, so that tensile stresses are set up 


in the small bar and compressive stresses 
in the large one. The relative strength and 
plasticity of the two will determine what 
happens. But this is an exact analogy to 
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Ash and Saeger 


PerCent Volume Change During Solidification 


° | 2 S) 4 
Per Cent Graphitic Carbon 


Fic. 13.—RELATIONS BETWEEN VOLUME 
CHANGE DURING SOLIDIFICATION OF SOME CAST 
IRONS AND THE GRAPHITIC CARBON CONTENT. 

From Saeger and Ash: Amer. Foundrymen’s 
Assn., 1932. 


the performance of both iron and steel at 
the pearlite transformation point, so that 
it is not necessary to go into the many 
things that can happen. Fig. 13 shows the 
relation of volume change during solidifi- 
cation to the graphite content. 

Another erroneous idea in connection 
with this expansion on freezing has been 
current in the literature for a long time. 
That is the idea that, as Professor Howe 
expressed it: “the generation of graphite 
is useful in the process because, occurring 
as it does during and immediately after 
solidification, it causes a sudden expansion, 
which both lessens the tendency of the 
castings to tear themselves into pieces 
during solidification and causes them to 
reproduce more accurately the shape of 
the pattern.” As we have just seen, the 
first “advantage” is fully realized only in 
uniform sections (which the designers seem 


a 


J. T. MacKENZIE 


to avoid whenever possible) but the 
ability to reproduce the shape of the 
pattern is solely a function of the fluidity 
of the metal, giving the word the foundry- 


~ 


man’s definition, not the physicist’s. This 
may be mathematically expressed thus: 


yh - ©£ —FP 
Fluidity are FP — MT 
in which T = temperature of the metal, 


FP = freezing point of the metal, 
MT = temperature of the mold, 
K =a coefficient depending on 


the true fluidity, surface 
tension, mold friction, mold 
atmosphere, and the chem- 
istry of the metal at that 
temperature in that atmos- 
phere, etc. 

It is obvious, since graphite does not 


_ begin to form until a considerable part 


of the metal has frozen, that the fluidity 
is, at that time, for all practical purposes, 
zero. The only exception might be a rigid 


mold, where there might be sufficient 


‘resistance to force the plastic metal into 


Fic. 14.—PATTERN CAST FROM STEEL AND GRAY IRON. 
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spaces it might not have sufficient fluidity 
to enter during the casting. The idea 
probably started from the exquisite detail 
of the cast-iron art ware of the first half 


TRON 


‘ ‘& 
ws, 


of the nineteenth century, but having 
the misfortune of breaking one of those 
pieces awhile back, it was some secret 
satisfaction to find it white! Fig. 14 
shows a pattern cast with steel and gray 
iron. Although the steel was not quite 
fluid enough to fill out one of the points, 
the detail of the other points is as sharp 
as the gray iron; in fact, the fins are quite 
a little more pronounced on the steel. 


EFFECT OF GRAPHITE ON MECHANICAL 
PROPERTIES OF GRAY CAST IRON 


Now, let us consider the effect of the 
graphite on the mechanical properties 
of gray cast iron. For more than a hundred 
years mathematicians and testing engineers 
have been interested in the performance of 
gray cast iron and especially in the dis- 
crepancy between bending strength as 
measured and that calculated from the 
tensile strength by the conventional beam 
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formulas. Tredgold, in 1823, seems to have 
been the first to make an extensive investi- 
gation of the strength of cast-iron beams 
and his calculations were recognized to 
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axis, for this particular beam, of 8 per cent 
toward the compression side—that is to 
say that there was 38 per cent more metal 
in tension than in compression at the 
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Fic. 15.—BACH’S STRESS-STRAIN DIAGRAM. 
(Fig. 5, p. 301, Ed. 9 of his book.) 


give results differing from tensile strength 
by Hodgkinson, the editor of the fourth 
edition of Tredgold’s book, ‘‘The Strength 
of Cast Iron” (1842). Hodgkinson stated 
that this “arises principally from the sup- 
position that the neutral line remains sta- 
tionary during the flexure of the body.” 
The concept of the shifting of the 
neutral axis was used by St. Venant to 
reconcile the results of observations with 
the theory of elasticity in 1864 and begin- 
ning in 1888 Bach wrote a series of papers, 
later incorporated in his “Elastizitat und 
Festigkeit,” the first edition of which was 
published in 1889, in which some experi- 
mental and theoretical results were recon- 
ciled within 3 per cent. His calculations 
showed a displacement of the neutral 


instant of fracture. Bach’s curves are shown 
in Fig. 15. 

W. J. Schlick and B. A. Moore made a 
study of this in Bulletin 127 of the Iowa 
Engineering Experiment Station, in 1936, 
in the course of a study on combined 
bending and tension, which is the founda- 
tion of the modern design of cast-iron pipe. 
Their method of analysis was essentially 
the same as that of Bach and consists in 
plotting the stress-strain curves for both 
tension and compression as in Fig. 15; 
locating the center of gravity of the tension 
side, then determining the area on the 
compression side, which, multiplied by the 
distance from the center line to its center 
of gravity, gives an amount equal to the 
same product on the tension side. Then 
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the difference between the distances of the 
tension and compression centers from the 
center line gives the displacement of 
the neutral axis. About the only use for 
the equations for stress strain is 


in this 
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suggested for cast iron, in all of which 
P indicates load (or stress); f, the strain, 
and c, a, b, g and » are constants of the 
particular material and conditions of load- 
ing. Px is load (stress) at failure. 
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DEFLECTION - INcHes 
Fic. 16.—LOAD-DEFLECTION CURVES OF CAST IRONS OF DIFFERENT CHARACTERISTICS. 
tig ‘ 
f = CP* — =a — bP P = C(10oof)" + q sin 27 — 
tf Pp 
Test Bar 
I a 
ead ly 34 
Se00: n ae b ic. n q at 14 load|q at 34 load 
| ~ — 
Vv 624 1.169 212 0.0171 286 0.797 81 76 
P Z 4,879 1.466 206 0.0267 488 0.553 287 283 
R 2,844 1.424 180 0.0313 344 0.612 144 I1I4 
f g 6,881 1.544 185 0.0327 478 0.602 540 186 
1,076 1.326 141 0.02475 245 0.669 102 60 
M 3,118 1.490 150 0.0385 294 0.573 137 88 
4 x 344,100 2.214 161 0.0686 414 0.361 237 186 
< (S 2,452 1.554 108 0.0500 192 0.5603 78 59 


_calculation and the calculation of resilience, 
the term applied to the area under the 
stress-strain curve of nonductile materials. 
Still, there is somewhat of a fascination 
about them to anyone interested in the 
_ behavior of the material. 
Three general equations have been 


Bach used the parabola f = CP”, which 
he ascribes to Buelffinger in 1729 and 
which later was rediscovered by Hodgkin- 
son. Gruebler in 1900 proposed a hyperbolic 
equation P = f(a — bP), which has since 
been used by several investigators. It fits 
the actual curve much better than the 
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parabola. Meyersberg, in 1931, proposed 
Fe 12 A 
the equation P = Cf" + q sin 27 P;’ which 


is the Bach parabola with a positive cor- 


0.05-in. deflection of the standard 1.2 X 18- 
in. test bar. The errors of the equations 
calculated as above are indicated. The 
Meyersberg equation, using the actual ¢ 
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Fic, 17.—THum’s EXPERIMENT. 


rection for the curvature of the lower half 
of the curve and a negative correction for 
the upper half. 

The parabola and hyperbola, determined 
by least squares, fit the actual curves very 
well until near the breaking point, where 
the deflection becomes increasingly greater 
than the load. The Meyersberg formula 
uses only the simultaneous equations for 
half load and breaking point (where the 
sin = o) for the first term, hence is exact 
at these points; the second term is then 
easily obtained from the difference between 
the first term and the data at the quarter 
and three-quarter points where the sin is 
+1 and —1, respectively. 

Cast iron of widely differing character- 
istics are shown in Fig. 16. These were 
selected from the report of Subcommittee 
XV of Com. Az of the American Society 
for Testing Materials, published in the 
Proceedings of 1933. The actual observed 
points are readings of the load at each 


for the two halves of the curve (which fits 
it exactly at five points) agrees too closely 
to show a difference on these scales. No 
part of these curves is a straight line. Even 
the very stiff iron V shows curvature from 
the origin if a large enough scale is used. 

Thum, of Darmstadt, became interested 
in why cast iron behaved as it did and 
made the simple experiment shown in 
Fig. 17. Naturally it would be most diffi- 
cult to duplicate the pattern of graphite 
by any such means, but the change from 
the characteristic ductility shown in the 
first figure by the usual steel specimen is 
very good evidence that, in tension, the 
graphite acts as voids. Fig. 18 shows some 
further tests along this line in which steel 
with different patterns of ‘“‘damage” is 
compared with six cast irons of different 
graphite contents. The original photo- 
graphs are very poorly printed in the only 
available reference (Die Giesserei, 1920) 
but the reproductions here at least give 
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an idea of the relative graphite arrange- 
ment. Table 1 gives the analysis and some 
of the physical properties of these cast 
irons. Obviously, the increase in amount 
of graphite is the main feature of the series 
but its shape and distribution as well as 
the structure of the matrix cause upsets 
in the relative positions of the curves. 
‘No. 6, for example, is lower in graphite 
than No. 5, but it is also lower in combined 
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same iron, same size, tested in direct 
tension and compression. His results for 
two quite different irons are plotted in 
Fig. 20. The endurance limits for the two 
irons were respectively 7 and 12 kg. per 
sq. mm. as conventionally calculated, so 
from the curves we obtain as correction 
factors: 


6. Tet 
carbon and phosphorus. (It is quite Se eae and ee 
TABLE 1.—Data on Thum’s Cast Irons 
Data I 2 3 4 5 6 
a per cent: 
otal... : 
ee ee sous ee Mae ote mito ks aia a= ae 5 3.22 2.94 3.35 3.30 S947 3.30 
pe cree Re 5 Meete ee Selon it Bee ei lek & oy) I.39 0.85 0.86 0.85 0.70 
Si ERE UEAES Sedat a eet a ual FF. el SSeS ae ae AK le 1.85 i /55 2.50 2.44 2.92 2.60 
MR CRVERED SOE. ETM eee, ce Cote Gils win a wis wince ois alulewieie ee eS 2.00 1.46 1.80 1.85 2.60 
BE HARKS. EEICENG D otra re Wess) Pb sine ie wan </nsi «5 0.91 1.07 0.97 0.90 0.63 0.80 
Ben OTHH NEM CEUL. da shale tek sta S nein ss Shs 0.39 0.22 0.40 0.50 0.68 0.50 
pulphur, per cent.......---- cesses ese eens eee 0.12 0.06 0.08 0.08 0.12 0.10 
Mensile strength, kg. per sq. mm.........---.-2-5- 28.0 29.0 29.0 25.0 18.7 I5.7 
Modulus of rupture. ..... 2... cece cece eee tenes 47-5 41.0 aes 53.5 38.8 37.8 
Deflection, SD icra es ae Peles kis, «) S)nial lal Sin ws wie 9.8 8.8 10.5 12.9 14.0 13.1 
Berdes) NAFUNESS BUMIDEE. . 65.50 e cesses tees s wears 241 266 220 227 190 187 
Modulus of Elasticity in Tension, Thousands 
Stress, kg. per sq. mm.: 
dee so Pelee ek Meiciviain le wp OS as ac Smwie ee # 1,380 1,250 1,160 1,145 895 759 
Bee RON ee ag Wie Acie ax aie An w ai wale inv eis Wine 6 vise ie (ate 1,350 1,230 1,060 895 665 538 
Modulus of Elasticity in Compression, Thousands 
E Stress, kg. per sq. mm.: 
1,450 1,450 1,400 1,155 888 765 
1,350 1,290 1,340 1,144 890 1,000 


_ doubtful, 


- 


5 
analyzed incorrectly, since the total carbon 


given is 0.23 per cent above the eutectic 


probable that No. was sampled or 


for that silicon and phosphorus. Inci- 
~ dentally, ‘ ‘combined carbons” are always 
as MacPherran stated in his 
classic remark that “combined carbon is 


_ the sum of two errors.”’) 


; 


Thum was interested in the error of the 
usual beam calculations when applied to 
the rotating beam commonly used for the 
determination of the endurance limit. He 
therefore made some studies using the 
device shown in Fig. 19. This gave actual 
strain on both sides of the beam, which 


was converted to tensile or compressive 
‘stress by previous readings on bars of the 


Considering the normal scatter of values 
obtained in endurance testing, these are 
not serious corrections, but if cast iron 
is to be used under dynamic tension and 
compression it should be remembered that 
such a factor is needed. In reversed bend- 
ing, the factor does not apply, since the 
stress and strength calculations are mu- 
tually corrective. 

Many investigators since T redgold’s 
time have studied the effect of the shape 
of the beam on the calculated strength. 
Thum, using the device shown above, 
determined the actual stress for the shapes 
shown in Fig. 21 and compared it with 
the modulus of rupture. This is undoubt- 
edly the best set of tests available and 
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shows clearly the departure from the 
assumptions of the elastic theory; viZ., 
homogeneity, isotropy, and elasticity. The 
shapes vary progressively in the way the 


rectangular bars have corroborated the 
results on shapes 2 and 3 of Thum’s work. 

Using the rich fund of data contained 
in the Report of Subcommittee XV pre- 


ARRANGEMENTof NOTCHES 
ARRANGEMENTS SSS 


oe 


1 3 
16 —— 
\4 — 
‘s 12 + | 
S Tatal Strain 
—~! 10 
¥ a 
i 8 
w 
a| 6 — 
F Modulus of Elasticity 
‘aay. 1= 2,110,000 | 
= 1,820,000 | 
2 = 1,290,000 | 
= 995000 
fe) 20 Ao 60 80 100- 10-5 
STRAIN 
Stee] 


Fic. 18.—THUuM’s COMPARISON. 


metal is distributed about the center line 
and the departure from theoretical in- 
creases as the distance from the center 
line to the center of gravity of the half 
sections decreases. The difference in the 
performance of the strong, low-graphite 
No. 3 iron and the soft, high-graphite 
No. 5 is very small on the I-beam but 
quite noticeable on the other shapes 
Bach’s tests in the 1880’s give substan- 
tially the same relations and many thou- 
sands of tests on round and square or 


viously mentioned, there are illustrated 
in the next few figures some of the rela- 
tions between graphite and the strength 
and stiffness of gray iron. Fig. 22 shows 
in capital letters the relation of tensile 
strength to graphite content for the 24 
irons of the investigation and in small 
letters the ratio of the modulus of rupture 
to the tensile strength. (The identification 
letters of the original report have been 
used as a convenience to anyone wishing 
to refer to the other data on these irons.) 
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pronounced. A survey of the published 
results of the 10 years from 1922 to 1932 
showed the results listed in Table 2. 


In the lower figure the “out of line” 
irons are V, hypereutectoid; N, austen- 
ite + martensite; X, austenite; D, hyper- 


eutectic with 2 per cent phosphorus; and 


—TENSOMETER 


Thus for as-cast transverse bars against 


Fic. 19.—THUM’s DEVICE FOR MEASURING ACTUAL STRESS IN BENDING TEST. 


U, hypereutectic with 3 per cent silicon. 
The upper figure shows that while the 
graphite reduces the bending strength, it 
does not reduce it proportionally, as the 
ratio rises owing to increasing displacement 
of the neutral axis. For example: at 51,000 
tensile (iron J) the ratio is 1.9 and the 
modulus of rupture is 92,500, while at 
20,000 tensile (iron J) the ratio is 2.45—a 
modulus of rupture of 49,000. Thus, for 
gray iron, an increase of 155 per cent in 
tensile strength is accompanied by only 
go per cent increase in bending strength. 

These results are on machined transverse 
as well as tensile bars. Where the transverse 
is not machined, as in the usual com- 
parisons, the decrease in ratio of modulus 
of rupture to tensile strength is even more 


machined tensile bars, an increase of 
200 per cent tensile (from 17,500 to 52,500) 
gave an increase in modulus of rupture of 
only 65 per cent (from 40,000 to 66,000). 


TABLE 2.—Katios of Modulus of Rupture 
to Tensile Strength Published in Ten 
Years 1922-1932 


Tensile Strength cea! of Average Ratio 
I5,100—20,000 8 2.27 
20,100—25,000 22 1.890 
25,100—30,0004 Il 1.67 
30,100—35,000 19 1.88 
35, 100—40,000 10 72 
40,100—45,000 14 I.55 
45,100—50,000 a 1.38 
50,000-+- 5 1.26 


a The group of 11 tests between 25,100 and 30,000 
averaged much higher phosphorus than the other 
groups. 
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Obviously, as the graphite decreases in 
size and amount the surface is increasingly 
Sensitive to stress raisers. Fig. 23 shows 
that the same thing is true for compressive 
strength (V, N, and D being farthest out 
of line) and Fig. 24 shows much the same 
pattern for the shear. 

As a measure of the stiffness of cast iron, 
‘the somewhat misnamed ‘“‘secant modulus 
of elasticity’? has been used. This is 
‘simply a substitution of the load and 
deflection in the conventional beam for- 
mulas and, while it has very little relation 
to the true modulus of elasticity of the 
mathematicians, it is a very useful quan- 
tity. Fig. 25 shows how this quantity varies 
inversely with the graphite, the exceptional 
irons again being NV, X, and U. The change 
in the values for the different degrees of 
loading gives a very good idea of the 
curvature of the bending curves. A direct 
‘quantity, long used in specifications for 
cast-iron pipe, and quite simple when 
using a standard bar, is the load at a 
certain deflection. This can be read directly 
while making a test and does not require 
an autographic or other recording of the 
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whole curve. Such a study is made in 
Fig. 26, which gives the loads at 0.15 and 
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Fic. 20.—CALCULATED AND ACTUAL STRESS IN 
OUTER FIBERS IN BENDING TEST. 


o.20-in. deflection of the 1.20 X 18 round 
bar. Again, NV, X and U are farthest out 
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Fic. 21.—EFFECT OF SHAPE ON BENDING STRENGTH. 
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of line and D is low (D did not bend 0.20 
in.). In fact, the average deflection of the 
set was only 0.141 in. so the maximum 
(1316 at 0.149) was used in the graph. 


Relation of Modulus of Rupture/ Tensile Ratio To Graphite. 


GRAY IRON—STEEL PLUS GRAPHITE 


strength out of proportion to the softening 
of the matrix, so the local yielding of the 
matrix was not taking place at the load 
used. Set occurs mostly on the first few 
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Fic. 22.—RELATION OF TENSILE STRENGTH TO GRAPHITE CONTENT. 


The plastic component of the deforma- 
tion of gray iron is due to local stresses 
above the yield point of the matrix and is 
a function of this yield point and the 
amount, size, shape and distribution of 
the graphite. It is commonly called ‘“‘set.”’ 

The relation of set to the amount of 
graphite is shown in Fig. 27. The out-of- 
line irons are noted on the graph. U, W 
and C probably would have been up on a 
line with Z and Q had it not been for 
primary graphite, which reduces the 


applications of the load and after that the 
iron seems to behave with almost perfect 


TABLE 3.—Sei No. 1120 


| 
: Loss of 
Deflection, ° Set by 
Loading In., at Deneckons Gauges, 
1500 Lb. 1500 Rt In. 
Nov Dikeoaeee 0.287 
INOS Seamer 0.260 0.027 0.026 
INGir shire we 0.247 0.040 0.036 
INOi A yetiteens 0.246 0.041 0.041 
NOM eres eel 0.246 0.041 0.043 
INOW 25x we 0.243 0.044 0.044 
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Fic. 24.—RELATION OF SHEAR: TENSILE RATIO TO GRAPHITE CONTENT. 


Je Graphite 
Fic. 23.—RELATION OF COMPRESSIVE: TENSILE RATIO TO GRAPHITE CONTENT. 
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Fic. 25.—RELATION OP SECANT MODULUS OF ELASTICITY TO GRAPHITE CONTENT. 
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Fic, 26.—RELATION OF STIFFNESS TO GRAPHITE CONTENT. 
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Fic. 27.— RELATION OF SET TO GRAPHITE CONTENT. 
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Fic. 28.—EFFECT OF REPEATED LOADING ON LOAD-DEFLECTION CURVES OF CAST IRON. 
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elasticity. A typical case of a medium iron 
(2.9 per cent graphite) is given in Table 3. 
A similar iron was loaded as follows: 


Loapinc No. Set, IN. 
; I 0.015 

3 0.019 

60 0.023 

240 0.025 

373 0.022 


The bar showed little change after the 
third loading. If, however, the bar be 
loaded above the point previously stressed 


Cast \lron 


from galling. As Mochel has pointed out, 
it does not gall when run on itself or on 
many other metals which are notorious 
for their galling tendencies. The ‘graphite 
flakes also act as cushions against thermal 
shock and thus prevent crazing. Gray iron, 
therefore, is the only material that has 
been successfully used, at least on a large 
scale, for brake shoes or brake drum 
linings, which must absorb tremendous 
energy, convert it to heat, or noise, and 


Carbon Steel 


Fic. 29.—CURVES TAKEN WITH FOEPPL-PERTZ DAMPING TESTER INDICATE DIFFERENCE BETWEEN . 
INTERNAL DAMPING CAPACITY OF CAST IRON AND CARBON STEEL. 


it behaves almost exactly like an unstressed 
bar from a little above that point. For the 
impact report, above cited, a study was 
made of the set of all of these irons at 
20, 40, 60, and 80 per cent of the bending 
strength. Each bar was bent 25 times to 
the first load point, then 25 times to the 
second, and so forth. After the twenty- 
fifth loading to 80 per cent, the load was 
released and the bar was broken as in the 
usual test. On the first loading to each 
point, a bending curve was taken. Fig. 28 
shows the comparative curves for Z and X 
when the set curves are assembled, as 
descr bed in the report. 


USEFUL FUNCTIONS OF GRAPHITE 


Some of the more useful functions of the 
graphite are difficult to evaluate numer- 
ically. Because of the brittleness of the 
chip and the lubricating properties of the 
graphite, gray iron is easily machined. As 
Professor Boston has shown, it is the 
easiest ferrous material to machine at any 
given hardness level. The graphite un- 
doubtedly is responsible for its freedom 


still not “‘seize”’ the wheel or axle. This 
lack of galling tendency combined with the 
oil-retaining ability and the actual lubri- 
cating action of the graphite is also prob- 
ably responsible for the excellent wear 
resistance of gray iron. These properties, 
not cheapness, are the reasons for the 
large use of gray iron by the automotive 
industry. 

Another credit to gray iron is its almost 
complete insensibility to the notch effect. 
Prof. H. F. Moore showed that a specimen 
of cast iron with a radial hole which should 
have reduced the endurance limit 67 per 
cent actually reduced it only 13 per cent. 
Two other specimens tested with filleted 
grooves, which should have reduced the 
endurance limit 74 per cent, actually 
showed o and 8 per cent reduction. Prof. 
J. B. Kommers tested one soft cast iron 
with a square notch and got an increase 
of 500 Ib. per sq. in. in the endurance limit. 

The high damping capacity of gray iron 
is entirely due to the cushioning effect of 
the graphite. Damping capacity is closely 
related to the acoustic resistivity of the 
physicists and is mathematically expressed 
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as u = \/Ep, where E is Young’s modulus 
and # is density. Considerable work has 
been done on this property using the 
Foeppl-Pertz machine. Typical diagrams 
of gray iron and steel are shown in Fig. 29. 
The sound of a bar is that portion of the 
diagram reaching the ear. One of our 
wartime laboratory workers, a cellist by 
profession, became interested in the rela- 
_ tion of pitch to stiffness and became able to 
predict, with considerable accuracy, the 
modulus of elasticity by the pitch of the 


tone given by the test bar when struck 


by a hammer. Inasmuch as the modulus is 
an inverse function of the graphite, it is 
also an inverse function of the damping 
capacity. The Meehanite Research Insti- 
‘tute, for example, in a tabulation of 
properties of its various grades, lists the 
relative values for Young’s modulus and 
damping capacity (expressed as the energy 
dissipated in the first cycle of a torsion 
test at 20,000 lb. per sq. in.) as follows: 


37 
Mopvutus or ELasticity DAMPING CAPACITY 
23,000,000 21 
21,000,000 24 
19,000,000 25 
17,500,000 28 
15,000,000 30 
I 2,000,000 32 


Thus in many cases a softer-iron—i.e., 
one with more graphite—would stand 
vibratory stresses better than a stronger 
iron. ; 

Professor Howe said: “Graphite itself is 
source of weakness and brittleness. Its 
presence is sought rather for process than 
for product purposes.” This was before 
the automobile had taught the value of 
gray iron in resistance to wear and galling 
and before autogenous welding had proved 
that strength and rigidity alone could not 
overcome vibration in heavy, high-speed 
machinery. I believe that were Professor 
Howe alive today he would be the first to 
recognize the value of the material, Steel 


plus Graphite. 


Concentration of Iron Ores in the United States 


By T. B. CounsELMAN,* MemsBer A.I.M.E. 


(Cleveland Meeting, April 1943; New York Meeting, February 1944) 


PROBABLY the earliest concentration of 
iron ore in this country was carried on in 
the northeastern magnetite areas. Mag- 
netic concentration was relatively simple 
and gave a concentrate that, after agglom- 
eration, and in spite of being high in 
, phosphorus because of the dry concen- 
trating methods then in use, was satisfac- 
tory blast-furnace feed. 

Production from the northeastern mag- 
netite area languished after the discovery 
and development of the Lake Superior 
ores, where there was seemingly an un- 
limited tonnage of high-grade ore, first the 
Michigan ores, and subsequently the still 
larger deposits of Minnesota, 

For years only the higher grade, direct 
shipping ores of the Lake Superior district 
were mined. Those of Michigan, and of the 
Vermilion Range in.Minnesota, were hard 
ores and came principally from under- 
ground mines. The softer ores of the 
Mesabi came partly from underground 
mines, but mostly from the enormous 
deposits that could be worked by open-pit 
methods. The costs of ore from these open- 
pit deposits, even with the high initial cost 
of stripping, were so low that the under- 
ground mines of the Mesabi could hardly 
compete. The so-called Old Range ores, of 
Michigan and of the Vermilion Range of 
Minnesota, were hard and lumpy, and 
opened up the burden in the blast furnace, 
therefore making possible harder driving 
with greater output. Also, some of these 
ores were of such grade and _ physical 


Manuscript received at the office of the 
Institute May 25, 1943. Printed in PRocEED- 
INGS of the Blast Furnace and Raw Materials 
Conference, A.I.M.E., 1943, and also issued as 
T.P. 1629 in METALS TECHNOLOGY, December 
1943 and MINING TECHNOLOGY, January 1044. 

* Manager, Industrial Division, The Dorr 
Company, Inc. Chicago, Illinois. 


characteristics that they were suitable for 
charge ore in the open hearth. These ores, 
therefore, commanded a price premium, and 
could compete with the softer, finer, 
but cheaper, Mesabi ores. The big tonnage 
reserves, however, are on the Mesabi. 
and it is these big open-pit deposits that 
constitute our stock pile of iron ore, from 
which we are drawing so heavily during 
this war period. 

On the western end of the Mesabi the 
ore was found to be high in silica, and not 
suitable as furnace feed. As early as 1902, 
attempts were made to concentrate this 
so-called wash ore and by toto the first 
washing plant was put into operation. The 
process was very simple, consisting essen- 
tially of a sizing and washing operation, 
with scalping screens, logwashers, and 
tables, which later were replaced by classi- 
fiers. Ore particles finer than too mesh were 
deliberately wasted, because these fines 
were undesirable in the furnace. For- 
tunately, these tailings were impounded, 
and already are being reworked. 

Before long some of the low-grade ores 
began to require more elaborate treatment 
than the simple washing operation and, 
tables having been discarded because of 
their low capacity, in favor of classifiers, 


-jigs were next introduced. These were 
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able to discard coarser pieces of tailing 
than classifiers. Jigs are in active use 
today, various improvements having been 
made in their design and application. 
Various other machines and methods of 
concentration have been tried from time 
to time, and have in turn been discarded 
for more improved processes. The latest 
and most important process that has been 
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introduced is the heavy-media method of 
separation. 


PRESENT RATES OF PRODUCTION 


Concentration of the low-grade ores 
of the Lake Superior district has had a 
gradual but steady growth, up to the 
beginning of the present war. Table 1 
shows the importance of concentrated ore 


_ compared with total shipments in 1942, 
» ‘and Table 2 shows the gradually increasing 
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amount of concentrates over the last to 
years. 


TABLE 1.—Shipments from Lake Superior 
District in 1942 


| 
| Per- 
Per- 
centage eo 
/ ars of Total ~ 
‘ons Ship- Minn. 
ments Ship- 
- ments 
U. S. shipments, rail 
MOG ARE™. o. . xo ona 93,008,762} 100.0 
Lake shipments only, 
United States and 
TTD 92,085,324 
Total shipments from 
~_ Minnesota (lake). ..| 73,566,179} 70.1 | 100.0 
Total concentrates (all 
Minnesota)**....... 17,961,746} 19.3 24.4 


* Preliminary information from Lake Superior Iron 
Ore Association. 


+ Preliminary information from Skillings Mining - 


eview. 
¢ Includes ore beneficiated by sintering or drying, 
but does not include ore which was merely crushed to 
make a better furnace feed. 


TABLE 2.—Concentrated Ore Compared with 
Total Lake Superior Shipments (U. S.)¢ 


Percentage of 


Total Ship- i 

Concentrated, Total Ship- 

Year Gross Tons ci, » Gross ments Con- 
oe centrated 

1933 3,134,657 21,672,410 14.5 
1934 3,440,041 22,063,824 15.6 
1935 5,153,574 28,502,606 18.1 
1936 7,764,501 45,251,250 17.2 
1937 9,692,091 63,219,208 1523 
1938 2,826,444 19,549,909 14.4 
1939 6,221,363 45,436,667 13-7 
1940 9,207,681 63,948,846 14.4 
1941 14,713,346 80,747,859 18.2 
1942 | 17,961,746 93,008,762 19.3 


*¢ Data from Mines Experiment Station, Mining 


_ Directory, 1942, and Lake Superior Mining Institute. 


The significant point is the gradually 
increasing tonnage of concentrated ore 


+shipped yearly. For instance, of the in- 
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creased tonnage shipped in 1942 over 1941, 
some 26 per cent was concentrated ore. 
For 1943, the schedule of total shipments is 
set at 100,000,000 tons. At the same rate, 
we can expect that concentrated ore ship- 
ments will be approximately 20,000,000 
tons. 

Most of the large bodies of direct ship- 
ping ore are already producing, and are 
almost at their peak capacity. Some addi- 
tional direct shipping mines that have been 
idle will be brought back into production 
this year; some additional stripping is 
being done, but it will be difficult to get 
the desired increase in shipments unless 
production of concentrated ore is also 
increased. Additional plant facilities are 
already being provided. 

These considerations are most significant 
and important, and will be referred to later. 

Breaking down the 1942 shipments of 
concentrated ore, we have Table 3. 


TABLE 3.—Shipments of Concentrated Lake 
Superior Ore (U. S.) in 19424 


centage 


Method of of 
Concentration Total 
Ship- 
ments 
Washing... teins syed 15,469,163 6.2 | 16.6 
bi Fr 4-3: (aa A a SRR 1,087,233 6.0 y 
Heavy media.......... 606,366 3.4 0.6 
Total wet concentrates|17,162,762 5.6 | 18.4 
SSS tg bs ae ee 280,729 r.6 0.3 
BB gb ee ea 509,255 2.8 0.6 
Total concentrates. ../17,961,746 19.3 


« Data from Lake Superior Iron Ore Association. 
6 Includes heavy-media tailing shipped as siliceous 
ore. 


This shows that by far the most impor- 
tant method of concentration is. still 
straight washing. Concentrate from heavy- 
media separation is increasing rapidly. 
This method of concentration was started 
in 1937 with a pilot plant, 7500 tons of 


concentrate was shipped in 1938, and the 
tonnage shipped each year is increasing 
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steadily. Jig concentrate has fallen off, 
however, from 1941 shipments. 


LAKE SUPERIOR RESERVES 


It is interesting to study the published 
figures of the ore reserves of the Lake 
Superior district. The latest available 
figures are as of May 1, 1941 (Table 4). 


than open-pit ore, although cost is a second- 
ary consideration under war conditions. 

Tonnages of concentrate figured as 
reserve ore are based, of course, on present 
methods of concentration. If these methods 
can be improved to handle lower grade 
ores, reserves will increase at a tremendous 
rate. 


TABLE 4.—Iron-ore Reserves of Lake Superior District, as of May 1, 1941* 


Source 


Open pit....... ashe alayel sig ln rin'e e « oivieie'e » wieielaieia ste sie alvin = 
Underground, Minnesota......-.-----+eseeeeeereers 
Michigan, Wisconsin (mostly underground).........-- 


Direct Ore Concentrates Total 
ae 592,425,000 117,520,000 709,945,000 
Ac 429,975,000 56,264,000 486,239,000 
i 141,325,000 141,325,000 
.+| 1,163,725,000 173,784,000 1,337,509,000 


« Data from Mines Experiment Station. 


NECESSITY FOR CONCENTRATING IRON ORE 


The big stock piles of easily won ore, on 
which we are drawing so heavily at present, 
are the open-pit direct shipping ores. These 
can simply be loaded into cars and sent on 
their way. The present drain on this class 
of ore has necessitated the opening of many 
small pits, so as to have enough places in 
which to work. Many of these will be 
exhausted in two to five years, and then 
we will again be faced with the old problem 
of a herd of cattle eating its way toward the 
center of a haystack. There may be quite 
a lot of ore left, but it will be the remaining 
ore in a few large pits, and it will not be 
physically possible to get it out fast enough 
to maintain present rates of shipment. 

Then we will have to turn to the under- 
ground ores. Ores in Michigan and Wis- 
consin are being produced at a rate of 15 to 
17 million tons per year, and this rate 
cannot be increased materially. Some of 
the underground direct ore in Minnesota is 
being mined regularly, and production can 
be increased by operating additional mines. 
Underground mining, however, necessarily 
produces ore at a much slower rate than 
that at which open-pit ore can be loaded 
out. Also, underground ore is more costly 


It is easy to see from Table 4 that if the 
war continues five to six years, and ship- — 
ment is at the 1943 rate of 100 million 
tons a year, the reserves of open-pit ore 
will be seriously depleted. We will also 
have bitten deeply into the reserves of 
underground and concentrating ore. True, 
we will probably be able to get through 
this war without too much trouble, even 
if it should last ro years, but by that time 
we would pretty well have exhausted the 
open pits that are the present emergency 
stock piles. We ought to be wise enough to 
save some of this ore for future emergencies. 

For all of these reasons the concentration 
of low-grade ores is assuming much more 
importance than ever before, and various 
companies have embarked on elaborate 
research programs, to develop method of 
treating ores of still lower grade. 


CLASSES OF ORE 


There are three general classes of ore 
on the Mesabi Range: direct shipping ore, 
wash and jig ore, and unaltered taconite. 


Direct Shipping Ore 


Direct shipping ore is the most impor- 
tant, commercially, at present, since the 
grade is satisfactory for blast-furnace feed, 


methods 
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and it needs no treatment other than 
possibly crushing to a limiting size. The 
reported tonnage of this class of ore on the 
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which preclude winter operation of wet 
concentrating plants. The buildings could 
be heated, but the wet concentrate cannot 


nRX VIBRATING SCREEN 


SS 


PICKING BELT 


t 


WASTE? 


SECONDARY 
ee ee 


2—25'LOG WASHERS 


2 CONCENTRATING CLASSIFIERS 


Fic. 1.—GENERALIZED FLOWSHEET FOR WASHING MESABI ORES. 


Mesabi is a little under a billion tons, of 
both open-pit and underground ore. 


Wash and Jig Ore 


Wash and jig ore is the second class in 
importance, and is limited to ore that can 


_be washed up to a satisfactory grade, or 


can be concentrated, by methods known 
and in satisfactory operation today. These 
include jigging, heavy-media 
separation, sintering and drying. The 
tonnage reserve for the Mesabi Range is 
reported as about 150,000 tons of concen- 
trate, but a third of this is underground 
ore. It is usually considered not very 
feasible to treat this class of ore, because 
the already high mining cost must be 
multiplied by the ratio of concentration. 
This situation differs from the eastern 


_ magnetite practice, where underground 
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ore is concentrated, or even from the grow- 
ing practice of concentrating underground 
ore in the Birmingham district, in three 
important respects: (1) high royalty per 
ton in the Lake Superior district; (2) high 
rate of taxation; (3) climatic conditions, 


be shipped or stock-piled in winter, and 
sintering has proved too expensive at the 
head of the Lakes, except in special cases 
of limonitic ores or possibly extreme fines. 


Unaltered Taconite 


Unaltered taconite is the original forma- 
tion of banded, ferruginous chert. Where it 
has been leached so that most of the silica 
has been dissolved and washed away, there 
are bodies of direct shipping ore. Where it 
has been partly leached, so that the silica | 
has been more or less completely loosened 
from the particles of iron oxide, but has 
not been washed away, there are the wash 
ores; or, with less complete loosening of 
the silica particles, the jig ore, grading all 
the way to the hard unaltered taconite. 


PRESENT METHODS OF CONCENTRATION 
Washing 

Fig. 1 shows a generalized flowsheet for 

straight washing of Mesabi ores. Usually 


there is a primary screening operation at 
about 6 in., the oversize going to the lean- 
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ore stock pile. This oversize consists 
principally of lumps of unaltered taconite, 
too low-grade to ship. 

The undersize is conveyed to a vibrating 
screen, usually with openings of about 
34 in. up to 2 in. This screen is equipped 
with sprays to wash the oversize as clean 
as possible. This oversize may go direct 
to the shipping bin, may go direct to a 
secondary crusher, or may go to a picking 
belt for removal of waste. Frequently this 
hand-picking of waste (which goes to the 
lean-ore stock pile) cannot be shown to be 
a paying proposition, over a season. It 
does, however, help to keep down the 
silica when the shovel gets into banks of 
particularly lean ore. 

The ore left on the picking belt may then 
go to the shipping bin, or may have to be 
crushed. If the latter, the vibrating screen 
usually has coarser openings, 134 to 2 in. 
The crusher is set to about 5 in., more or 
less. The crusher product then joins the 
undersize from the vibrating screen and 
goes to a logwasher. 

The coarse product from the logwasher 
goes to the shipping bin, being drained or 
rinsed on a vibrating screen at some plants. 
The logwasher overflow then goes to a 
classifier, the coarse product of which also 
goes to the shipping bin; while the over- 
flow goes to waste. Formerly bowl classifiers 
were used for this step, but with the leaner 
wash ores now being encountered it was 
necessary to get a lower silica in the rake 
product, which is done by making a coarser 
classification, at 65 or 48 mesh, instead of 
too mesh. There has been some sacrifice 
of iron lost in the tailing, of course, but 
this is justified by the lower silica in the 
concentrate. 

This typical flowsheet is varied to suit 
conditions at various plants. For instance, 
at many of the smaller plants, the picking 
belt, crusher, and logwasher are all omitted. 
The oversize from the vibrating screen goes 
direct to the shipping bin, and the under- 
size, sometimes as coarse as 114-in. square 


opening, goes direct to the classifier, these 
two being the only machines in the plant. 

The vibrating’ screens are of several 
different kinds, each operator having his 
own preference. The secondary crushers 
are high-speed short heads, either Symons 
or Newhouse. The logwashers are 25 ft. 
long by 6 ft. wide, with two logs, and 
equipped with wash-water boxes under- 
neath. They are made by several manu- 
facturers. The classifiers are either Akins or 
Dorr, both specially built for this severe 
service, and equipped with wash boxes or 
underdeck sprays. . 

Typical metallurgical results of such a 
washing plant are given in Table 5. Such 
figures will vary with the grade and struc- 
ture of the ore. j 


TABLE 5.—Resulis at Mesabi Range Wash- 


ing Plant 
Loss 
: on 
Fe, Per oon Igni- 
Cent Cant tion, 
Per 
Cent 
Orudevorey.n secs ces cen ach 45.42 | 28.61 
Concentrate. siamese jel 59.38 7.18 | 6.64 
‘Patins tonic o.ce ae at ont eee 15.00 
Weight recovery........-.- 69.4 
Tron unit recovery......... 90.7 
Moisture in concentrate... . 7207 


In Table 5 the iron analyses are given on 
the dry basis. After draining such as would 
be obtained in ore cars on the way to the 
docks, the concentrate contains 7.97 per 
cent moisture, hence the “natural iron” 
assay would be 54.65 per cent Fe, and the 
ore is sold on that basis. The reason is that 
a ton of this ore, as weighed and charged 
into the blast furnace, will contain 54.65 
per cent Fe. This simplifies blast-furnace 
calculations. 


Jigging 
When the lean ore cannot be brought up 


to a satisfactory grade by straight washing, 
as described above, more elaborate treat- 
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ment is required. Many different methods 
have been tried but only two general 
methods have survived, of which jigging 
is the older. 


Concentrate -+-2:: 


Tailing------. S % 


te) 


the jig feed. This is for the primary purpose 
of tightening up the bed, and secondarily 
to obtain greater recovery of the liberated 
particles of ore. 


il-Ore feed! 


Fic. 2.—CONSET PNEUMATIC JIG. 


There are certain broad requirements for 
jigs used on iron ore. In general, the con- 
centrate product will be a very large per- 
centage of the total feed, from one third to 
two thirds by weight. Standard types of 
jigs are not designed to meet this con- 
dition, since usually the heavy product is a 
much smaller proportion of the total feed. 
Therefore, standard types of jigs have had 
to be redesigned to meet iron-ore conditions. 

In other types of work, jigs frequently 
are designed to treat a roughly sized feed, 
in two or more size ranges, usually de- 
slimed. Jigs of this type were the first ones 
tried on iron ore, and some are still in use, 
although their days appear to be numbered. 
In general, for iron-ore work, unsized feed 
has given better results, even to the extent 


of regrinding and returning middling to 


Four general types of jigs are in use: 

Harz-type Plunger Jigs——An installation 
of McLanahan-Stone jigs is still in oper- 
ation, the feed being prepared in two 
different sizes and going to two different 
batteries of jigs with appropriate stroke 
adjustments. This installation will be re- 
placed before long, probably by a heavy- 
media sink-and-float installation. 

Movable-sieve Jigs:—There is an instal- 
lation of hancock jigs operating. Cus- 
tomarily the Hancock discharges its 
concentrate through the sieve, there being 


_a ragging on the bed in most cases. For 


iron-ore work, long, controllable slots 
transversely across the bed have been 
provided, to discharge a greater tonnage of 
coarser material. Middlings are recrushed 
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one-pass proposition producing a finished 
concentrate and a final tailing, it became 
particularly important to clean the medium 
thoroughly. With a galena medium, this 
was complicated and costly, and required 
operations quite foreign to customary prac- 
tice in the district. Degradation of particle 
size of the medium was serious, and caused 
trouble from viscosity. 

The use of ferrosilicon as a medium was 
an outstanding development in the Lake 
Superior district. Cleaning is easy, and uses 

“machines customary in the iron-ore in- 
dustry. Ferrosilicon is hard and resists 
abrasion. Loss of medium is satisfactorily 
low, and contamination of the. concentrate 
by the medium is not harmful. The desired 
high gravities, 3.20 to 3.40, can be obtained 
without difficulty. Therefore ferrosilicon is 
the only medium at present being used in 
the treatment of iron ore by heavy-media 
separation. 

Fig. 4 gives a flowsheet of a typical plant. 
The crude ore is screened at }4 in., de- 
watered, by using a longer, or a separate 
screen, and fed to the heavy-media cone. 
The gravity in the cone being between 3.20 
and 3.40, as required for the ore being 
treated, tailing lighter than this gravity 
overflows the cone, while heavier pieces 
sink to the bottom, and are elevated by an 
air lift. Both tailing and concentrate go to 
(separate) drainage screens, the medium 
that drains off being returned direct to the 
cone. The products are then washed by 
sprays on washing screens, and discharged 
as clean products, to their respective 
destinations, tailing pile or shipping bin. 

The medium washed from the two prod- 
ucts is combined, magnetized to make the 
ferrosilicon particles stick together and sink 
more rapidly, and thickened in a special 
heavy-duty thickener. The overflow goes to 
a second thickener, to trap any escaping 
ferrosilicon, while the underflow goes to a 
magnetic separator. Two of these machines 
are used in series, to reject the fine particles 
of ore abraded off in the heavy-media cone 
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and in screening. If left in the medium, 
these particles, being lighter in gravity 
than ferrosilicon. would gradually con- 
taminate the medium, and it would no 
longer be possible to maintain the desired 
gravities in the cone. 

The concentrate of the magnetic sepa- 
rator goes to a densifier, a spiral screw, 
where the gravity of the mixture of ferro- 
silicon is brought up to about 3.80, higher 
than required in the cone, and thus the 
cone gravity is kept under control. The 
medium is demagnetized just before enter- 
ing the cone, so that it will maintain a more 
uniform suspension. 

Table 7 gives some typical results of this 
method of concentration. In this particular 
set of figures, the ore was first washed, to 
eliminate the slimes and fines under 100 
mesh, then screened at 14 in., the oversize 
going to heavy-media separation, the 
undersize to jigging. Latest practice is to 


treat the minus 14-in. material by double ~ 


classification, which will be described later. 


TABLE 7.—Heavy-media Separation, with i 


Jigging of Minus 14-inch 


Heavy- Jigging 
media Minus \- 
—-14% +i inch 
Fe | SiOz} Fe | SiOz 


Crude ore after washing 


and. screen’: 0.57; Sc eee 53.18/18.32/51.49' 19.72 
Concentrates 2 0. c< odes 59.88) 8.76|56.29 13.05 
Tailing 22 each cee 33.73/46..11 40.09/95 s85 
Weight recovery.......... 14.4 Sons 
TIron-unit recovery........ 83.8 LAA 3 
Proportion of total concen- 

trate produced.......... 56.6 43.4 
a ee eee 
Over-all weight recovery 

from unwashed crude ore 40.0 


Double Classification 


ow me 


Jigging of the minus }4-in. fraction of — 
the ore is difficult, requires close operating 
attention, and is costly. This has been — 
replaced in present practice by a system of ; 
double classification, which, while it gives | 


. 
. 
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about the same metallurgical results as 
jigging, is simpler and less costly. 

The minus -in. material is first 
classified, at a mesh varying from too up 
to 48, depending on the ore, the tailing of 
this step being rejected. The concentrate 
of this operation is then reclassified at a 
considerably coarser mesh of classification, 


_ and a final concentrate is made, of a grade 


about corresponding to the grade of the jig 


~ concentrate. The overflow of this second 


classification step is then screened on 
vibrating screens, to get the coarse particles 
of silica out of the circuit, these being 
rejected as tailing. Screening is carried out 


_ at 48 to 28 mesh, again depending on the 


ore. The screen undersize is returned to the 
primary classifier, establishing a rather 
large circulating load. 

This second step of classification is not 


_. true classification at all, but rather a crude 


, 


es ev 


concentration step wherein the slightly 
heavier product is taken as a concentrate 
and the slightly lighter product, after 
screening, is recirculated. This method of 
separation gives rather poor metallurgical 
results, but is the best method available at 
the ‘present time. Intensive work is under 
way to improve this method of treatment. 

This minus }4-in. material cannot be 
treated economically by heavy-media sepa- 
ration, because the fine particles are 
trapped by the viscosity of the mixture in 
the cone and will not quickly separate into 
concentrate and tailing at the high tonnage 
rates being handled in the cone. A 7}4-ft. 
diameter cone treats about 150 long tons of 
feed per hour. Material has been success- 
fully treated down to 10 mesh, but so far 
anything finer than this has not been found 
commercially practicable. The commercial 
limit of size treated seems to be about 4 
in., possibly 34, in., at the tonnage rates 
required in iron-ore operations. Since re- 
coveries must be made in even finer sizes 


- than 10 mesh, it appears more sensible to 


limit cone treatment to plus }4-in. material. 
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Tailing Re-treaiment 

Tailing retreatment divides itself into 
two parts: (1) re-treatment of material 
accumulated in tailing ponds; (2) treat- 
ment of material being currently sént to 
these tailing ponds. 

Re-treatment of Tailing-pond Material. — 
The only tailing treatment that is being 
carried ‘out commercially today is re- 
treatment of tailing-pond material. When 
tailing is discharged into the ground from 
the tailing pipe or flume, a natural segre- 
gation immediately begins to take place. 
The heavier and coarser particles settle out 
first, fairly close to the point of discharge. 
The lighter and finer, and consequently the 
leaner, particles, flow farther from this 
point. The slimes and water flow farthest of 
all, of course, and where the tailing area is 
impounded the more or less clarified water 
is customarily recovered for re-use. 


It is usually possible to re-treat, at a . 


profit, the material that has settled out 
closest to the point where the tailing was 
initially discharged onto the ground, and 
certain such areas have been and are being 
reworked. Current discharge of tailing 
having been discontinued or transferred to 
another point and the enriched portion of 
the tailing being fairly dry it is mined by 
conventional methods and trucked or con- 
veyed to the treatment plant. Following a 
trash screen, double classification as 
described above, is the usual method of 
treatment today. 

Treatment of Current Concentrating-plant 
Tailing—Treatment of current concen- 
trating-plant tailing has long been a matter 
of academic interest, and now is receiving 
intensive study. Certain basic principles 
are obvious. The iron values are free, in the 
relatively fine washing-plant tailing. This 
is not true, of course, of efficiently jigged or 
heavy-media tailing. The washing-plant 
tailing; however, will require no grinding. 
The large volume of water in the tailing 
must be brought under control. The slimes 
and paint rock contain no recoverable iron 
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and returned to the feed, to give a tight 
bed. 

Movable-diaphragm Jigs.—Both Bende- 
lari and Wood jigs have been used, where 
the plunger or diaphragm is directly under 


at will. For instance, a sharp expansion of 
the tube with a slow collapse is readily 
obtained, and gives an excellent result, 
from which the jig derives its name, 
““Conset,” meaning ‘‘constant settling.” ° 
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Fic. 3.—TYPICAL SIMPLIFIED FLOWSHEET OF CURRENT PRACTICE IN JIGGING MESABI IRON ORES. 


the sieve and of substantially the same 
area. Results have been excellent in some 
cases. Redesign of the concentrate draw- 
off for iron-ore work has been found 
advantageous. 

‘Air-operated Jigs—The Baum type jig, 
where compressed air operates direct as 
the plunger, has not found its way into the 
iron-ore field. This type of jig is used 
extensively in coal preparation, but some 
of the inherent characteristics of this unit 
do not appear well suited for iron ore. 

However, an air-operated jig has been 
designed for iron ore, and has given ex- 
cellent results. In this machine a large 
rubber tube, something like an inner tube 
of a tire, is placed directly under each sieve 
of the multicompartment jig. By means of a 
poppet-valve mechanism, air is alternately 
admitted to and withdrawn from this tube. 
The valve mechanism being motor-driven, 
by means of cams of varying shape, the 
number and length of stroke, and the 
characteristics of the stroke can be varied 


Fig. 2 gives a conventionalized view of 
the mechanism of the Conset jig. Fig. 3 
gives a typical flowsheet, with regrinding 
of the middling for maximum recovery. 
Table 6 gives some typical results. 


TABLE 6.—Jigging Results on Mesabi Range 


Tron SiO. H:0 
Crudesore..). i526 25% 40.00 | 37.50-39.50 | 7.30 
Concentrate......... 57.50 | 12.00-14.00 | 5.00 
Tallin ANSe , S28. 24.00 | 61.00-63.00 
Weight recovery.... 48.00 
Iron-unit recovery... 69.00 


* Variations in silica analysis are caused by the 
varying hematite-limonite ratios in the ore. 


Heavy-media Separation 


The heavy-media process, which pre- 
viously had been applied to zinc ore at 
Mascot, Tenn., was first introduced on the 
Cuyuna Range in 1937. Galena was used as 
a medium, but had many disadvantages. 
Since the treatment of the iron ore was a 
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particles and therefore should be dis- 
carded, as far as possible prior to con- 
centration. This can be done by suitable 
hydroseparation. 

Some commercial method of treatment of 
the coarse product from this hydro- 
separation step remains to be found. 
Various operations have been tried.. Me- 
chanical classification, hydraulic classifi- 
cation, possibly followed by tabling, and 
flotation, all have their advantages and 
disadvantages. 

Treatment of the coarser tailing, from 
jig and heavy-media separation plants, and 
also of the lean ore removed by grizzlies or 
screens. at the head of most plants, and 
including the large stock piles of such lean 
ore, require quite a different method of 
treatment. Further crushing and fre- 
quently fine grinding, will be required, and 
methods of treatment will be along parallel 
lines to those required for unaltered 
taconite. 


Sintering 


Sintering of fine ore and fine concen- 
trate, at blast-furnace plants, is becoming 
more and more the accepted practice. Fine 
concentrate is often shipped separately. 
Merch ore is frequently screened at the 
blast-furnace plant, and the coarser feed 
to the blast furnaces increases their 
production. 

The fine concentrate and the screened 
fines from the ore are then mixed with the 
dry and wet flue dust and sintered. The 
sinter, added to the coarser part of the ore, 
still further increases blast-furnace capacity. 

Sintering at the blast-furnace plant 
works out very well, economically. The 
dry flue dust contains an excess of carbon, 
which therefore is provided in part, at no 
cost, to the fine ore, fine concentrate, or 
wet flue dust. Coke braize, for the addi- 
tional carbon, is available as a by-product 
from the coke plant. Blast-furnace gas for 
ignition on the sintering machine is 
available. 
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At the head of the lakes, however, sinter- 
ing is considerably more expensive. Carbon 
in the form of coke braize or anthracite 
culm must be shipped to the head of the 
lakes, unloaded, and transported to the 
sintering plant. Gas is not available for 
fuel, and oil must be used. This in turn 
must be transported long distances. 

Sintering at the head of the lakes, there- 
fore, only works out in certain cases. There 
are two main applications: 

1. Where the concentrate produced is so 
uniformly and extremely fine that it cannot 
be transported without agglomeration, as 


when unaltered taconite is treated. Such | 


an operation would be purely for the 
improvement of physical structure. 

2. Where the ore is limonitic, con- 
taining water of crystallization in such 
amounts that its removal will raise the 
iron analysis of the ore to an acceptable 
grade. This operation is really a form of 
concentration. 

Operations of the Mesabi Iron Co. at 
Babbitt furnished an example of the first 
case, but no such operation is being carried 
out at the head of the lakes at the present 
time. 

The only sintering operation being 
carried on in the Lake Superior district at 
present is on the Cuyuna Range, where 
limonitic ores are being agglomerated. 
Typical results of such treatment are given 


TABLE 9.—T ypical Results of Agglomeration 
of Limonitic Ores 


Before After 
Sintering| Sintering 


@ Gain on ignition. 


in Table 9. The analyses of other elements, 
besides iron, naturally increase also, when 
free and combined H,0 is removed, and the 
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silica analysis of the ore as mined must be 
low enough to make an acceptable sinter. 


Drying 


Sometimes ores contain considerable free 
moisture, and by the removal of a part of 
this moisture, without any attempt to 
remove combined moisture, the ore can be 
brought up to an acceptable grade. One 
such drying plant is in use on the Cuyuna 


’ Range. Only partial drying is feasible, of 


course, since enough moisture must be 
left in the ore to avoid excessive dusting in 
handling. 


TREATMENT OF UNALTERED TACONITE 


The Mesabi Iron Co. at Babbitt, years 
ago, treated unaltered magnetic taconite by 
fine grinding and magnetic concentration, 


‘followed by sintering. The problem of 


treating taconites has been studied over a 
period of years, and research is becoming 
much more intensive at the present time. 
By far the bulk of the tonnage of poten- 
tial reserves on the Mesabi Range consists 
of these unaltered taconites. This is a local 
name for banded ferruginous cherts, with 
alternate bands of varying width, of rather 
high-grade material, running 40 to 55 per 
cent or more in iron, and lower-grade 
material, running 8 to 15 per cent iron. 
These bands are reasonably sharp in 
gradation, but there are no pronounced 
and dependable cleavages between high- 
grade and low-grade bands. Thi#i sections, 
in general, show a gradual increase in iron 
oxide particles within a short distance, 


‘rather than the presence or absence of 


such iron oxide. 

There are probably 40 billion, possibly 
60 billion tons of such taconite, running 
on the average 25 to 35 per cent metallic 
iron. This taconite falls bas‘cally into two 
kinds; one where the iron is present in 
magnetic form as Fe;O., the other where it 
is nonmagnetic, as Fe,O; or variations 
thereof, or carbonate. On the eastern end 
of the range, where the metamorphic effect 
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of the Duluth gabbro flow was more pro- 
nounced, the taconite is usually in the 
magnetic state. Toward the west, the non- 
magnetic form predominates, with, of 
course, some intermingling of the two. 

Of 40 billion tons of taconite, perhaps 
5 to ro billion tons is naturally in a mag- 
netic condition. Such taconite” offers no 
great problem in concentration. It must be 
ground to approximately 150 mesh, and 
concentrated by magnetic concentration. 
The final ratio of concentration will be 
about 2.5:1, or a 40 per cent weight re- 
covery. With proper arrangement of the 
flowsheet, perhaps one third of the crude 
tonnage can be rejected, ‘by. magnetic 
separators, ahead of the grinding circuit, 
thus reducing the tonnage requiring fine 
grinding. Sintering (or other agglomera- 
tion) of the finely ground concentrate seems 
to be necessary. The entire problem be- 
comes one of the cost of the material ready 
for shipment, although when the cheaper, 
higher-grade ores are pretty well exhausted 
cost will become a less important factor. _ 

The nonmagnetic taconites offer a more 
involved problem. They need not, in 
general, be ground quite so fine, 100 mesh 
being generally fine enough, as against 150 
mesh for the magnetic taconites farther 
east. 

Two principal methods of attack are 
available. The taconite can be given a 
magnetic roast, and then concentrated 
magnetically, or flotation may be used. 
Either the silica or the iron oxide could be 
floated. 

The magnetic roasting method was tried 
for several years in a pilot plant treating 
ro tons per hour, and results obtained have 
been previously published.* In that test, 
jig tailing was being treated, and although 
this had a higher iron content than tacon- 
ite, the principles involved were the same. 
The magnetic roast was carried out in a 
shaft furnace, developed at The Mines 


*7T. B. Counselman: Developments in the 


Concentrating of Minnesota Iron Ores. Trans. 
A.I.M.E. (1943) 153- 


50 


Experiment Station, University of Minne- 
sota. Magnetic concentration was by 
conventional methods, which since then 
have been improved. 

There are certain definite objections to 
this method of treatment. A reducing 
atmosphere is essential for a reducing 
roast. This can be obtained by: (1) natural 
gas, which must be cracked; (2) producer 
gas (or other artificial gas); (3) cracking oil 
to make a reducing gas. 

There is no natural gas now available on 
the Mesabi Range. Producer gas can be 
made, but it is a rather expensive operation 
to make small quantities at each property. 
No coke. oven or blast-furnace gas is 
available. 

Cracking oil to produce gas is rather an 
expensive way of solving the problem. 
That actually was done for four years of the 
life of the pilot plant’ referred to above. 
During the fifth, and last, year, a producer- 
gas installation was made at the plant, and 
this, of course, introduced all the attendant 
problems of cleaning the gas, and so forth. 

The magnetic roasting furnace required 
cooling water, and this resulted in the 
production of superheated steam. These 
heat units could be re¢overed only in a 
boiler plant, and such a boiler plant was not 
feasible at each operation. 

Flotation, on the other hand, also has its 
problems. The requirement is a concentrate 
carrying less than 12 per cent silica. First 
attempts at flotation were to float the iron 
oxide. The material used as feed was 
washing-plant tailing, but the problem was 
about the same as with taconite. 

After considerable experience had been 
acquired, and experiments made with a 
variety of reagents, it was not too difficult 
to float the iron oxide, with a fair iron-unit 
recovery, and a fair tailing. The iron 
analysis of the concentrate was fairly 
good, but the silica always ran 14 to 16 per 
cent, rather than 12 per cent or less. This 
condition still obtains, and so far as known 
at this writing, it has not proved possible 
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consistently to obtain a _ concentrate 
running 12 per cent or less in silica. 

Lately tests have been made with the 
objective of floating the silica and depres- 
sing the iron oxide. No results of this work 
have been published to date, and details 
are being kept very secret. 

Investigation of flotation methods of con- 
centration are being actively carried on by 
several of the operating companies. 

Possible treatment of the wall-rock and 
lower-grade ore bodies of the Michigan and 
Wisconsin Ranges is being given con- 
sideration. Off-grade ores from this area 


have been treated in the past, though no © 


such operations are going on at present. 

Heavy-media methods or jigging oper- 
ations are indicated, since the ores are 
hard, and quite unlike the soft, easily 
washed, ores of the Mesabi Range. (Cuyuna 
ores, while soft, are not true wash ores, since 
the values persist pretty much through 
the complete size range.) 

Very little research work on the Michigan 
and Wisconsin low-grade ores has been 
carried on to date, but this will have to be 
intensified shortly. As shown in Table 4, 
at the present production rate of 15 to 17 
million tons a year, the Michigan reserves 
do not have too long a life ahead of them. 


EASTERN MAGNETITES 


In the states of New York, New Jersey, 
and Pennsylvania are important deposits 
of magretite. These deposits are pretty 
well scattered, rather than lying in 
the characteristic “ranges” of the Lake 
Superior district. Some of these deposits 
carry important tonnage of titanium, 
copper, or other valuable constituents. 
Practically all require concentration, al- 
though some deposits contain lump ore, 
used as charge ore in open hearths, and 
many of the properties are concentrating 
on its production. ; 

Probable ore reserves of this general area 
are estimated at from }4 to 34 billion tons 
of crude ore. The grade varies widely, from 
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27 to 60 per cent Fe or more, with a 
probable average of 45 to 50 per cent Fe. 
Except for the charge, or lump, ore, these 
crude magnetites require concentration, to 
make them suitable for blast-furnace feed. 


During 1942, total shipments from the 
eastern magnetite district amounted to 
about 3,200,000 long tons, and for 19043 the 
projected rate of production is double this 
amount. 


TABLE 10.—Iron-ore Enterprises in the Adirondacks 


Property 


Mineville (Witherbee Sherman).................. 
(EL Sin TEE 2 een es ga a na 
Lyon Mountain (Chateaugay)................... 
REPRE OTT eee ewes c's av d's keine coac® aceon 


SU GUATS EAB ha Re led 


f ee Iron in Sinter to Be 
Operating Company | Mined to Sinter, Shipped, 
Gin de Per Long Tons, 
Shipped Cent per Year 
Republic Steel Corp. L7i2z 66 ooob 
Republic Steel Corp. ap oew 68 t she toe 
Republic Steel Corp. 32r 68 400,000 
M. A. Hanna Co. etc 65 375,000 
Jones and Laughlin 3: 64 I,000,000 
Steel Corp. 
National Lead Co. Sax 60 450,000¢° 


* From Mining and Metallurey (October 1942). 
+ Includes 150,000 tons lump ore at 60 to 62 per cent Fe. 
¢ In addition to 250,000 tons ilmenite concentrate at 48 per cent TiO>. 


Also, despite the fact that a fairly coarse 
grind, varying from 14 to 65 mesh, is 
sufficient to liberate the mineral, some 
form of agglomeration, usually sintering, is 
required. 

Since the iron occurs in magnetic form, 
concentration is relatively simple and 
recoveries are high. For many years dry 
concentration was practiced at certain of 
the properties,. with the attendant dust 
troubles, and the dry concentrate was un- 
desirably high in phosphorus. These dry 
plants have now been replaced by wet 
plants, eliminating the dust nuisance, and 
producing concentrate with a considerably 
lower phosphorus content. 

Better recoveries and lower silicas are 
obtained with wet concentration. All of the 
new plants now being built are wet plants. 

The ratio of concentration varies from 
I.2 OF I.3:1 up to 3:1, but because of the 
efficiency of magnetic concentration, the 
iron-unit recovery is high, about 90 per 
cent. The grade of concentrate is also high, 
60 per cent to 68 or 69 per cent Fe, and at 
the higher analyses the silica is very low, 
2 or 3 per cent and, with a low phosphorus, 
0.030 per cent or under, this becomes a very 


/ 


desirable sinter. 


eA 


Several new properties will come into 
production during 10943. These include 
Fisher Hill, Benson mines, Clifton mines 
and MacIntyre in New York state, and the 
Ringwood group of mines and the new 
McKinley ore body at Oxford, New Jersey. 

While these are known as magnetite 
mines, at certain properties, such as Benson. 
mines and Clifton mines, there is an im- 
portant tonnage of nonmagnetic iron 
oxides, in parts of the deposits, which will 
have to be concentrated by gravity 
methods. Also, MacIntyre mines produce a 
substantial tonnage of ilmenite concen- 


‘ trate, and at Lebanon a copper concentrate 


is also produced. 
Iron-ore enterprises in the Adirondack 


region are listed in Table ro, 

Many of these eastern magnetite oper- 
ations involve underground mining, and it 
is interesting to note that underground 
concentrating ore can compete successfully 
with direct shipping open-pit ore from 
Minnesota. There are several reasons why 
this is true: 

1. Eastern magnetite ores do not have to 
carry nearly as heavy taxes as do Minne- 
sota (or even Michigan) ores. 
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2, Eastern magnetite ores do not have to 
carry the heavy royalties to the fee owners 
imposed on Minnesota or Michigan ores. 
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is very low, in some cases phenomenally 
low. 


7. The high-grade lumps, or sinter, ~ 
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Fic. 5.—TYPICAL FLOWSHEET OF BROWN-ORE WASHER. 


3. Uniform all-year rail transportation 
to Buffalo, Bethlehem, Cleveland, and 
Pittsburgh is possible in contrast to sea- 
sonal water transportation of Lake Superior 
ores. This reduces the size, and fixed 
charges, of treatment plants to produce a 
, desired annual tonnage. 

4. Because of the high iron content of 


eastern magnetite sinter and its negligible 


moisture content, a ton of this sinter is 
equivalent to nearly 134 tons of Lake 
Superior ores. For this reason the all-rail 
freight rates on eastern magnetite sinters 
are in many instances actually less, per 
unit of iron, than the combined rail and 
lake rates on Lake Superior ores. 

5. The sinter is an ideal constituent of 
blast-furnace feed. In fact, the silica is so 
low that certain concentrates from this 
district may even be suitable for sponge 
iron processes. 

6. The phosphorus in eastern magnetite 
sinters, when concentrated by wet methods 


.produced in such a way as to be hard and 


dense, is suitable for highly desirable 
charge ore. 

8. It is the combination of all these 
advantages that makes commercially feas- 
ible the concentration of underground ores 
with such ratios as are shown in Table ro. 
It is primarily the radical reduction in 
phosphorus in the concentrate by modern 
wet methods of concentration that has led 
to renewed activity in this district, the 
opening of several new properties, and 
exploration for others. 


BIRMINGHAM DISTRICT 


Next to the Lake Superior district, the 
Birmingham district is the most important 
iron-ore-producing area in the country. 

In general, there are two classes of ore— 
the brown ores and the red ores. The 
brown ores are limonitic, containing little if 
any lime. They occur in relatively small 
deposits, are mined by open-pit methods, 
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and nearly always must be concentrated. 
The red ores are odlitic, occur in flatly 
pitching veins and in general are mined 
by underground methods. Red ores are 
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Brown Ore 
Most of the brown ore, probably 90 per 
cent, is concentrated. Standard practice 
involves a grizzly, a screen or trommel, and 
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Fic. 6.—FLOWSHEET FOR CONCENTRATION OF RED ORE. 


high in phosphorus and carry considerable 
lime, so that, while somewhat low in iron, 
they are self-fluxing. Most of the red ore 
mined to date has been direct shipping, but 


- concentration of lower grade red ores, 
- which has only recently been started, is 


__ becoming more important. 


The relative importance of brown and 


_ red ores is shown by the shipments from 


Alabama in 1942, as follows: brown ore, 
1,250,000 long tons; red ore, 8,250,000 
long tons. Shipments scheduled for 1943 


show slight increases for both kinds of ore. 


‘ 
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logwashers. Jigs are used only to a limited 
extent, and then to recover fine ore from 
the tailing. The plants usually are tem- 
porary, easily moved, as each particular 
deposit is exhausted. 

A typical flowsheet of a washing plant 
for brown ore is shown in Fig. 5. This does 
not represent any particular plant, and 
shows the best practice. Many small plants 
have less equipment than this requires, 
sometimes only a grizzly and a logwasher. 

The tonnage of ore handled in brown-ore 
washers varies between extremely wide 
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limits, and no reliable data can be obtained 
as to the ratio of concentration or the iron 
content of the tailing. A typical analysis 
of brown-ore washed concentrate is as 
follows: iron, 45 to 51 per cent; insoluble, 
18 to 10; CaO, none; manganese, 0.05 to 
2.0; phosphorus, 0.2 to 1.0. 


Red Ore 


The bulk of the tonnage of red ore is © 


direct shipping. Of the red ore mined in 
1942, only about 300,000 tons was con- 
centrated. In 1943 it is expected that about 
800,000 tons of ore will be concentrated, 
‘from which will be produced about 480,000 
tons of concentrate. 

Toward the western end of Red Moun- 
tain, the red ore begins to fall off in grade. 
The lime-silica ratio decreases until the 
ore is no longer self-fluxing; it cannot be 
used direct in blast furnaces, and must be 
concentrated to be usable. Experimental 
work on the concentration of this ore was 
in progress over a number of years; a large- 
scale pilot plant was operated for some 
time, and now a full-scale plant treating 
some 2500 tons per day is in operation. A 
flowsheet of this operation is shown in 
Fig. 6. 

The principle of concentration is, first of 
all, to save all the slimes. They contain the 
lime. Then the odlitic grains must be 
lightly ground, so as to crack off the con- 
choidal layers of iron oxide, without crush- 
ing the grain of sand at the center. These 
conchoidal layers having been cracked 
loose, the coarser material is then tabled, 
thus rejecting the silica grains. The table 
concentrate is then recombined with the 
thickened and filtered slimes, and sintered. 

Table 11 shows typical results of con- 
centration of red ore. Such results can be 
expected in 1943, and from further concen- 
trating operations on red ore of this grade. 

It is obvious that as time goes on it will 


be necessary to concentrate a larger and ° 


larger tonnage of red ore. This has been 
the history of the great Mesabi Range, and 
there is no reason to hope that the deposits 
of Red Mountain will fare any differently. 
The probable tonnages for 1943 indicate 
that 5 to 6 per cent of the red ore moving to 
blast furnaces will be concentrate. In 1942, 
concentrate shipped from Minnesota was 
24 per cent of total shipments, and since 
191i concentrates have been well over 6 per 
cent of total shipments from Minnesota. 


TABLE 11.—Typical Results of 
Concentration of Red Ore 
PER CENT 


Fe Insol- 


atte CaO P 


Grade"ore tis: sae estan 34.5. | 20.0 | 200% on a5 

Concentrate: cscs «se ae 47.5 | 14.0 7S 1030 

Pathing ©, aed ceure ee 15.0 |. 52504) Ts. Seas 

Weight recovery.....- 60.0 

Iron-unit recovery.... 82.5 
Minnesota concentrates, as well as 


eastern magnetite concentrates, have had 
no difficulty in competing with direct 
shipping ores from the Lake Superior dis- 
trict. By the same token, red-ore concen- 
trates should be able to compete with direct 
shipping red ores, and therefore with ores 
from other districts. Red-ore concentrate, 
for example, is sintered; therefore it has 
certain definite advantages over natural 
ores. True, some of the fine red ore is also 
sintered—nearly 1,500,000 tons of ‘sinter 
was produced in Birmingham in 1942, from 
red-ore fines and red-ore concentrate. How- 
ever, the same is true of Lake Superior 
ores, the finer portion of the ore being 
screened out and sintered at certain blast- 
furnace plants. 

It will be found necessary in Alabama, 
as it is being found necessary in Minnesota, 
to concentrate the lower-grade ores in 


order to lengthen the life of the ore reserves. 


eh 


The Selection of Blast-furnace Refractories 


By Hopart M. Kraner,* MemBer A.I.M.E. 


, AND E. B. SNYDERT 


(Chicago Meeting, October 1943) 


Tuts paper shows that volume stability, 


low porosity and decreased pyroplasticity 


are desirable for blast-furnace linings, par- 
ticularly for the hearth. It shows further 
that a hot load test is a valuable means of 
testing the fusion or softening behavior of a 


_ refractory at operating temperatures. The 


effect of carbon monoxide on commer- 
cial blast-furnace refractories in their 
as-received condition and after refiring 
is reported, showing that many commercial 


blast-furnace refractories disintegrate badly 
' but that refiring decreases the effect and 


certain special refractories are now avail- 
able which are almost free of the tendency. 


Factors AFFECTING CHOICE OF 
REFRACTORIES 


If one were to depend entirely upon 


4 experience or trial in the selection of clay 


refractories, the solution of a problem 
would be a slow process. Furnace cam- 
paigns are so long and attended by so 


- many variables that it is difficult to draw 


fine distinctions within a reasonable period 
of time in regard to the quality of refrac- 
tories used. It could be said, of course, 


- that if service results do not yield the 


proper information for intelligent choice, 


there is no difference in the quality of 
brick being considered, but this is not 
necessarily true. 


Conventional ceramic tests are designed 
to give the ceramic engineer information 


Manuscript received at the office of the 


Institute Oct. 25, 1943. Issued 9 TPO ty 27 sat 


Merats TECHNOLOGY, April 19 

* Ceramic, Engineer, Bethicher Steel Co., 
Bethlehem, Pa. 

T Bethlehem Steel Co., Bethlehem, Pa. 
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as to thé refractoriness and firing tempera- 
ture, which he in turn interprets in terms 
of volume stability, ability to withstand 
load at high temperature (pyroplasticity), 
permeability, chemical stability and_ re- 
sistance to the action of slag. In most 
refractory applications several of these 
factors are involved. In a_ particular 
instance, one requirement may be pre- 
dominant, while in others some other 
factors may be of primary importance. 

In this country, clay refractories are 
generally made from mixtures of plastic 
and flint fire clays. The process of firing a’ 
clay refractory is one of slowly melting 
the constituents, and during this operation 
its porosity is gradually reduced. The 
process is arrested, of course, in its incipient 
stages and the progress is determined by 
measuring slight changes in_ porosity, 
volume, bulk gravity, etc., that have taken 
place. Often the temperatures to which 
clay refractories are exposed ‘in service 
are higher than those employed in their 
firing. However, if the manufacturer were 
to fire them at such high temperatures the 
brick would distort. Therefore it would be 
difficult for the manufacturer to fire all 
of his clay refractories to temperatures 
at which they are to be used, although in 
many cases it would be desirable from the 
user’s point of view if he would do so. The 
porosity of clay refractories decreases by 
firing, to a minimum limit, after which a 
further increase in the temperature causes 
expansion in certain clay constituents and 
bloating in others. Both may occur in 
the same refractory containing two such 
clays. 
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REQUIREMENTS FOR VARIOUS 
APPLICATIONS 


Volume stability through the tempera- 


' ture range in which a refractory is used 


Aigh Heat 


meee 


Fic. 2—CO DISINTEGRATION FURNACE. 


is generally considered desirable. However, 
in ladle linings a bloating clay is preferable 


because it eliminates joints and produces 


a lining that is virtually monolithic, free 
from crevices into which steel might pene- 
trate. There are practically no cases where 
the reverse, shrinkage during use, would be 
acceptable. 

Although the clay refractory consists 
largely of alumina and silica, the alkali 
content and certain other impurities such 


~ as lime, magnesia and iron oxide, are in 


large measure responsible for wide differ- 
ences in refractoriness and load-bearing 
ability. Small changes in porosity may be 
used as a criterion, but the progress of 


fusion in a clay refractory is best deter- 


mined by a load test in which the deforma- 


- tion is measured. Surprising as it may seem, 


ere ae TN: 


this test shows greater differences in the 
characteristics of a refractory than do 
cone fusion temperatures or most other 
ceramic tests. Although the load test has 
been used primarily to determine the 
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limits of utility, it is extremely illuminating 
in making careful studies to determine the 
reasons for the small variations in quality. 
The conventional hot load test terminates 


Mazel Meta/ 
Osiategra tion 
Chember 


by holding the brick under load for a short 
period of time at a prescribed temperature. 
A load test wherein the temperature is 
gradually increased to failure, the deforma- 
tion being measured constantly during the 
process, provides more valuable informa- 
tion in regard to the temperature at which 
the failure occurs. It also shows quite 
readily where the brick becomes plastic 
and reveals small differences in quality of 
brick. 

New ceramic tests and variations in the 
conventional older tests may be used to 
supplement experience and service tests 
in the selection of refractories for a par- 
ticular service. It would be difficult to 
cover the philosophy of interpretation of 
ceramic test results by which many choices 
are made, but the following will serve to 
illustrate one approach to a problem. 


COMPARISON OF REFRACTORIES 


Because of the great length of the aver- 
age blast-furnace campaign and the many 
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F Ic. 4.—BRAND 8 BEFORE AND AFTER TREATMENT FOR 100 HOURS. 
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Fic. 5 BRAND 8 BEFORE AND AFTER TREATMENT FOR 200 HOURS. 


Fic. 6.—BRAND 8 REFIRED TO 2600°F, 
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complex factors involved in its operation, 
it is not simple to evaluate the merits of 
the various brands of refractories on the 
basis of one or two campaign service 
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attack, particularly above the mantle; 
and (3) fusion and shrinkage in the bosh 
and hearth. 
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records alone. By studying the causes for 
wear of blast-furnace linings, and by 
testing the various properties involved, it 


' has been possible to advance the art at a 


greater pace than could have been achieved 
by trial under existing operating conditions. 

For example, the record shows that 
blast-furnace linings wear out by: (1) 
carbon deposition within the pores of the 
refractory when these are maintained in a 


‘carbon monoxide atmosphere at 450° to 


Disintegration due to carbon deposition 
is evidenced by crumbling of the bricks in 
the temperature zone given, but as this 
zone moves toward the shell as the 
lining becomes thinner, the damage 
extends through a considerable wall 
thickness. 

Were it not for the bosh coolers, refrac- 
tories in this zone would not exist for 
many days. In the hearth the combined 
temperature and pressure of the metal 
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produces extensive shrinkage, which causes 
bricks to loosen and float out. 

Figs. 1 and 2 show the apparatus in which 
bricks are tested for resistance to carbon 
monoxide at the critical temperatures. 


= 
+ 


roo-hr. test is insufficient as the basis for a 
definite opinion regarding the resistance 
of this: refractory to carbon monoxide 
disintegration. 

Hard firing of a blast-furnace refractory 
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Fig. 3 shows the result of treating brand 
No. 4 for 48 hr. in a carbon monoxide 
atmosphere. Further testing obviously 
was unnecessary with this refractory. 
Another refractory (brand 8) is shown in 
Fig. 4 (100 hr. in CO), and Fig. 5 (200 hr.). 
These pictures not only show the serious- 
ness of this action but also reveal that a 


decreases the probability of disintegration 
under these conditions by building up the 
mechanical strength of the brick, lowering 
its permeability and combining some of 
its iron oxide, so that it does not catalyze. 
the reaction (2CO—-CO2+ C) that is 
responsible for the phenomenon of carbon 
disintegration. ; 
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While hard firing decreases the tendency 
to disintegration, it does not entirely 
remove ‘the danger, as will be seen by 


Figs. 8 and 9 represent a summary of 
standard and special refractories subjected 
to the carbon monoxide tests. 


-S6C 
Sarees disintegrated ule 
Rertislly disintegrated 
No aka 


PERCENT OF TOTAL /RON OXIDE JN ORIGINAL BRICK = HCL Be di 
’ 


Fic. 11—PLot SHOWING RELATION BETWEEN ‘‘FREE”’ IRON IN BRICKS AND THEIR TENDENCY 
DEPOSIT CARBON AND DISINTEGRATE. 
Note that bricks of which the iron oxide content is more than 40 per cent soluble in 


hydrochloric acid disintegrate, or tend to do so. 


subsequent data. Carbon is depasited 
within the pores just as in the less well 
fired specimens, but a hard-fired brick is 
able to resist the disrupting forces to a 


greater extent. The apparent improve- 


ment is noted in Fig. 6 and Fig. 7. This 
represents brand No. 8 refired to 2600°F. 
and 2800°F., respectively. It will be 
remembered that brand No. 8 disinte- 
grated completely in 200 hr. of test in the 
as-received condition, and that 2600° is 


_ not ample. 


CARBON DEPOSITION 


The amount of carbon necessary to 
cause disintegration of a refractory, in 
terms of the refractory weight, is very 
small. Fig. 10, for example, shows that as 
little as o.o1 per cent C. causes partial dis- 
integration and that 0.06 per cent C. may 


cause complete destruction. Combining the 


iron oxide as a silicate by hard firing as indi- 
cated in Fig. 11 appears to retard carbon 
deposition. Refiring, as previously stated. 
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enables the brick to hold together during 
test but does not eliminate carbon deposi- 
tion. Fig. 12 shows that many brands 
disintegrated with only small amounts of 
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used to study this reaction. Boats of these 
materials were held for 48 hr. at 485° to 
495°C. in an atmosphere of carbon mon- 
oxide, with the results shown in Table t. 


BRICK. 
O 20¢ 
O 1000 
204 BS 
L 27. ? 
| ] |27- foo 


> 


Von 
I 
B.2 
re 
So 
3 
ie) 
Qa 
Bla 
gi 
lylo 
et 
Qa. 
Von 


|| 26 | 20d HRs. 
| _l27{20d wet |_| 
z 


UI 
is. [529 
| {| 


| Re foo wes] 


Fic. 12,—EFFECT OF REFIRING ON CARBON DEPOSITION. 


carbon deposition before refiring. On sub- 
sequent refiring the same brick held 
together through the subsequent carbon 
monoxide testing, in which larger quan- 
tities of carbon were deposited. 

In an effort to determine the causes of 
carbon deposition, various materials that 
might be found in a blast furnace were 


Metallic iron and iron oxides strongly 
catalyzed the reaction. Metallic nickel 
was even more active. 

Shrinkage due to pyroplasticity and 
ferrostatic pressure is a serious factor in the 
performance of hearth bricks. 

Fig. 13 shows a hearth block that floated 
from the hearth of a furnace. It is one of 
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about a dozen that came from the furnace 
at the same time. They were vitrified and 
to some extent impregnated with metal. 
This is a frequent occurrence. Vitrification 


05 


the slag before the bricks were removed, 
as the reduction in volume was around 30 
per cent of the original while the initial 
porosity was only about 20 per cent. Such 


Fic. 13.—BLOCK THAT FLOATED FROM HEARTH OF FURNACE. 


and widened joints in the hearth structure 
testify to the serious shrinkage in the 


_ TABLE 1.—Carbon Deposition by Oxides and 
Other Materials in Carbon Monoxide 


at 485° to 495°C. 
LENGTH oF Test, 48 Hours 


Ww “ght T Weekes Increased 
Material Sample, | after Test, | Raber 
Grams Grams | rarer 
0.500 + 5.170 1032 
0.400 +10.470 2617 
0.840 +16.990 2010 
3.000 — 0.100 Negligible 
I.000 0.000 Negligible 
6.945 0.000 Negligible 
2.195 — 0.350 —16 
3-135 — 0.315 —10 
2.220 — 0.205 19 
5.860 + 0.080 Negligible 
0.980 + 0.010 Negligible 
E.755 0.000 Negligible 
7.610 + 0.010 Negligible 
1.440 — 0.165 —II 
1.000 | Overflowed | 3000 or better 
I.000 + 1.270 cr ee 
0.740 + 0.005 Negligible 
I.195 — 0.005 Negligible 


hearth. The length of the block had de- 
creased 2 in., the width 114 in. and the 
thickness about 1 in. Some of this decrease 
in size was due to the dissolving action of 


vitrification obviously is ample evidence 
for greater refractoriness and volume 
stability being required for service in the 
hearth. Fig. 14 presents a schematic illus- 
tration of the fundamental concepts of the 
solution to this problem. The solid line 
represents the porosity-temperature rela- 
tions of our present hearth bricks during 
their production. They are fired at a tem- 
perature represented by the solid vertical 
line A, which leaves them with a rather 
high porosity. Harder fire would reduce 
the porosity to the minimum point, but at 
this temperature the brick become pyro- 
plastic and difficult to produce with most 
available firing equipment. Line B repre- 
sents the operating temperature of the 
furnace hearth, and, as the standard brick 
is even softer at this temperature, it com- 
presses under the ferrostatic pressure of 
the liquid iron. A new brick whose prop- 
erties are represented by the dotted line 
is available. It is less plastic at B and is 
more volume-stable than the standard 
product. 
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To illustrate this detail further, Fig. 15 
shows the deformation characteristics of 
the two hearth blocks at elevated tem- 
perature and under a load of 25 lb. per 


orci y 
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CONCLUSION 


All of the foregoing test data show that 
if a knowledge of the requirements is 
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Fic. 15.—COMPARISON OF STANDARD AND IMPROVED BLAST-FURNACE HEARTH BLOCKS IN 25-POUND 
LOAD TEST. 


sq. in. These clearly show why the stand- 
ard blocks behave as they do, and why the 
improved block would have considerably 
greater volume stability in a furnace 
hearth. 


available, it is possible to make intelligent 
selection of a clay refractory based on 
conventional and special tests that reveal 
particular characteristics of commercially 
available materials. 


The Washing of Pittsburgh Coking Coals and Results Obtained on 
Blast Furnaces 


By C. D. Kinc,* Memper AYI.M.E. 
(Cleveland Meeting, April 1943) 


THE key to maximum production of 
ingots for the war effort is maximum pro- 
duction of pig iron. For any given furnace 
and ore, the most important single influence 
on blast-furnace production is the quality 
of the furnace coke. 

It is generally recognized that undoubt- 
edly deterioration of Pittsburgh coking 
coals will be accelerated by the depletion 
of some of the better grades of coal; the 
extension of mine mechanization, with 
attendant degradation of coal quality; and 
the opening of new coal fields, some of 
which are known to be fairly high in sul- 
phur. All of these factors, contributing as 
they do to higher ash and sulphur, and not 
infrequently to inferior quality of coke, 
made it desirable that an extensive study 
be undertaken to determine the effect of 
washing some coals that closely approxi- 
mate the average chemical composition 
of coking coals to be expected in the future 
by the subsidiaries of the United States 
Steel Corporation in the Pittsburgh dis- 
trict. It was deemed advisable to study 
the improvement obtained by washing 
such coals and to determine the need for 
- supplementing the existing coal washery 
at Clairton to assure continued maximum 
production of pig iron from presently 
available furnace stacks. The existence of 
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Proceedings of the Blast Furnace and Raw 
- Materials Committee, 1943 and issued as T.P. 

1618 in METALS TECHNOLOGY, September 1943. 

* Chairman Operating Committees, United 
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the coal washer at Clairton made it pos - 
sible to conduct tests on coals used in 
raw form and on similar coals after 
washing. 

This study covers an investigation of the 
quality of furnace coke as affected by 
washing coking coals, and is confined to 
the use of 100 per cent high-volatile 
Pittsburgh seam coals from Fayette and 
Greene Counties in the manufacture of 
furnace coke. It covers the improvement 
in chemical and physical properties as well 
as the degree of uniformity in coke ob- 
tained by washing these coals, and includes 
the effect on blast-furnace production and 
practice. The test period involved is four 
months; the plants, Clairton by-product 
coke plant, and the Carrie No. 1 and No. 2 
blast furnaces at Rankin, Pa., Carnegie- 
Illinois Steel Corporation. 


CLAIRTON By-PRoDUCT COKE PLANT 
AND COAL WASHER 


The Clairton by-product coke plant 
carbonizes 30,800 net tons of coal daily in 
22 batteries containing 1482 ovens. Three 
oven sizes are used, commonly known as 
wide, medium, and narrow types, recog- 
nizing the difference in oven width, These 
ovens also differ in height and length. 

The present coal washer has a daily 
capacity of approximately 14,000 tons, 
leaving 16,800 tons to be carbonized in 
raw form. Washed coal is used on all] the 
narrow ovens and on three of the six 
batteries with ovens of medium width, 
raw coals being used on all the remaining 
ovens. The customary arrangement is 
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shown in Table 1, which also includes 
various oven dimensions. 

The use of raw coal for approximately 
55 per cent of the total Clairton output has 
in the past yielded satisfactory results, 
since relatively low-sulphur and low-ash 
coals were available for use in the raw 
state. Palmer and Gates coal, normally 
coals of moderately low sulphur-ash, have 
been carbonized in this form, whereas 
Colonial and Ronco, which are generally 


set at 2-in. openings and the fine coal by- 
passing the crusher. The mixed crushed and 
fine coal is carried by conveying belts to the 
various coal bunkers serving the batteries, ~ 
each bunker having a capacity of 4000 tons 
of coal. From the bunkers it is handled in 
the usual manner by larry cars to the ovens. 

The Clairton by-product coke plant is 
unique in its use of 100 per cent high- 
volatile, Pittsburgh seam coals and also 
the fact that the coal is not pulverized prior 


TABLE 1.—Oven Dimensions and Normal Allocation of Raw and Washed Coals, Clairton 
By-product Coke Plant 


TYNE Of OVEN Medes ooiyc cael erties helsteeiere Koppers 
Number of batteries of each........... 120"). 
Battery number or other designation...| Nos. I-12, incl. 
(wide 
Number of ovens per battery.......... 64 
Number of OVENS... cise nc died oe mene 768 
Oven dimensions: 
Coékersideng. soc cette 1916" 
Width Pusher: side...) . sucks oes Eye 
Avera wes 2d gece titel aie aeoraeaehs 18h4” 
Length between doors............ 36’ 643” 
Heieht PiGorito oohee. des ceeemien 9’ 1054" 
8 Coalicharge cies iccte sn 8’ 1054” 
Capacities: 
Cubic feet iis cate tieesia olciee eee ee 500 
Coal charge per oven, net tons.... 13.24 
‘Coal charged per unit per day, net 
GOUSschic.; whoa eae Lbeaae eee aaleie 12,700 
Net. coking time; Hours. >). + wsessameree 18.6 
Coal carbonizedes.a-iaeee ss ctkme eee Raw 
Palmer 
Coal analysis: 
Ash, percents v.48 coins oo tei miele 8.70 
Sulphur; pericents. venice sec eee 1.00 


Koppers-Becker Combination 


6 4 
Nos. 13-18, incl. Nos. 19-22, incl. 


(medium) (narrow) 
61 87 
366 348 
18’ 1736" 
16” 1539” 
17” 1645" 
40’ 4he” 2’ 6” 
rr’ 814" t4’ of” 
10’ 81g" T3/ o” 
616 759 
16.70 20.63 
8,200 9.900 
17.7 16.8 
Batt. 13-15 Batt. 16-18 
Raw Washed Washed 
Gates Colonial-Ronco | Colonial-Ronco 
8.25 8.91¢ 8.91¢ 
I.00 1.362 1.362 


* Prior to washing. 


inferior, have been washed. The usual 
combination of Colonial and Ronco mix- 
tures is 70 and 30 per cent, respectively, or 
in accordance with the mining schedules 
for these coals. In addition, the allocation 
of washed coals to some batteries and raw 
coals to others also recognized the location 
of the washer, which serves coal bunkers 
for only seven of the batteries. 

Coking coals for the Clairton plant are 
shipped down the Monongahela River by 
barge, each barge holding about goo tons. 
The coal is unloaded from barges into 
bins by clamshell buckets at four coal 
hoists, from which it passes over screens, 
the coarse coal being fed to roll crushers 


to carbonization. Long experience at 
Clairton has shown that under existing 
conditions it is desirable to charge unpul- 
verized coal to obtain maximum bulk 
density and, accordingly, maximum coke 
output. 

By avoiding the fine crushing of coal, 
maximum bulk density is similarly ob- 
tained when employing washed coal. This 
practice also possesses the additional ad- 
vantage of eliminating a considerable 
amount of slate as large pieces by the 
coarse coal launders and thereby avoids 
the more difficult fine launder elimination 
of this proportion as fine slate particles. 
The present coal washer, installed in 1931, 
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is the Rheolaveur type. The washer was 
built on the north end of the plant in 
order to utilize the capacity of the larger 


batteries as well as to permit the use of ° 


coal-handling facilities already available. 
After leaving the roll crushers at the coal 
hoists, the mixed coarse and fine coal is 
conveyed to three double-compartment 
blending bins, with a total capacity of 
3ooo tons. This arrangement permits the 
handling of three types of coal, Colonial, 
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COKE-PLANT TESTS 


The study of the effect of washing Colo- 
nial and Ronco coals extended over a 
period of four months. The comparison 
was based on carbonizing washed Colonial- 
Ronco coals in the same battery used for 
coking Colonial-Ronco raw coals. This 
arrangement was considered advisable in 
order to eliminate any coke-plant variable 
other than the type of coals used. Since 


TABLE 2.—Average of Control Data for Coal-washery Float-and-sink Test during the 
Four-months Washing Test, Clairton By-product Coke Plant 


Float 1.55 Sp. Gr., Sink 1.55 Sp. Gr., : 

— So. Per Cent Per Cent Composites 
Coal Size Per Per 

Cent Cent Sul Sul Sul 
A ul- ul- ul- 
Total Ash phur Total Ash phur Ash phur 
PAW oa +7 fF 63.43] 95.44 7.05 | 1.04 4.56 | 61.25 5.05 9.52 1.22 
5{5"-20m 26.09) 96.15 a ay Ee 3.85 | 59.67 7.49 7.80 Toa2 
—20m 10.48) 93.49 6.11 | 1.06 6.51 | 60.79 | 11.93 9.67 Lia 
Washed Over-all 100.00} 95.42 6.60 | 1.05 4.58 | 60.83 6.61 9.09 1.31 
ashe +346 60.82) 99.59 7.08 | 1.04 0.41 | 40.43 3.65 7.22 1.05 
346’’-20m 25.14) 99.24 5.86 | 1.04 0.76 | 36.76 4.36 6.09 1.06 
—20m 14.04) 96.70 5.83 | 1.04 $230 1953-08 | Tr.03 7.41 1.40 
Over-all 96.63 | 100.00] 99.10 6.60 | 1.04 0.90 | 46.45 8.04 6.96 I.10 
Refuse +e 47-30| 5.01 | 17.66 | 1.78 | 94.99 | 65.590 5.48 | 63.18 5.29 
34,’’-20m 40.54) 10.37 | 11.87 | 1.70 | 89.63 | 64.86 8.24 | 59.36 7.56 
— 20m. I2.16| 26.64 S.OF | 2.32 |, 73.360 | 71.20) | 25.92.) 54.68.) 12. $2 
Over-all 3.37 | 100.00] 9.79 | 12.29 | 1.60 | 90.21 | 65.85 7.56 | 60.60 6.97 


* Calculated from float-and-sink-test data. 


Ronco, and any other coal received at 
Clairton if the first two are not available in 
quantity to utilize the full capacity of the 
washer. Variable-speed belt conveyors at 
the bottoms of the bins allow for adjust- 
ment in desired coal mixtures fed to the 
washing plant. Coals are screened to two 
‘sizes, plus and minus 54¢-in., prior to 
washing. 

The washery was designed to yield a 
three-product separation; i.e., washed coal, 
‘middlings for boiler fuel, and refuse. 
Experience with coals received to date at 
Clairton has shown that under existing 
conditions it has not been economical to 
remove bone coal as middlings because of 
the small percentage present in raw coal. 
However, the provision for a middling 
product may prove highly desirable as 
insurance against adverse changes in 
sulphur and ash content of future coals. 


Colonial-Ronco washed coal is customarily 
carbonized in batteries 19-22, and because 
these batteries were also provided with a 
spare coal bunker, arrangements were made 
to use this spare for storing Colonial-Ronco 
raw coals. Accordingly, 30 ovens in bat- 
teries 19 and 20 were charged with Colonial- 
Ronco unwashed coal and the remainder 
of the ovens in the same batteries were 
charged with Colonial-Ronco washed coal. 
The mixture of Colonial-Ronco coal was 
approximately 70 per cent of the former 
and 30 per cent of the latter. 


Comparison of Analyses of Coals Used 
and Coke Produced 


The high efficiency of the coal washer is 
indicated by the fact that in a two-product 
separation 96.63 per cent of the initia] coal 
was recovered as a washed product; the 
refuse, or bank loss, being 3.37 per cent. 
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The refuse contained 4.91 per cent sulphur 
and 62.71 per cent ash. The plus 54¢-in. 
washed coal at 1.55 sp. gr. contained only 
0.41 per cent sink and the 3{¢ in. to 20 
mesh, 0.76 per cent. The refuse showed 
only 9.79 per cent float coal with an ash 
content of 12.29 per cent. Of the initial coal, 
less than 0.3 per cent was lost in the refuse. 
Detailed float-and-sink test data are shown 
in Table 2. 


TABLE 3.-—Composite of Four-months Test 
Results Showing Effect of Coal Washing 
on Coal and Coke Analyses 


PER CENT 
Proximate Analyses, |Unwashed| Washed | Effect of 
Dry Basis Coals Coals | Washing 
Moisture’ co. 40d stces« 3.93 7.27 | +3.34 
Sulphuryascn + cussions 1.36 I.Ir | —0.25 
Cas noone oaks ace 8.91 7-12 | 1-79 
Volatile matter....... 32.49 32.97 | +0.48 
Fixed carbon......... 58.60 59.91 | +1.31 


Furnace Coke from 
Proximate Analyses, Effect of 
Dry backs Unwashed| Washed Wao 
Coals Coals 
Moisturezmemacuien 2.95 2.88 
Salp harem cerca cmiacce ss 0.98 0.88 | —o.10 
Siione eco soprteader 11.87 10.36 | —1.51 
Volatile matter....... 0.30 0.30 
Fixed carbon. ........ 87.83 89.34 | +1.51 


Available carbon (2.5 
per cent moisture 
BASIS) Jeeiem aeioia t+ 83.02 84.58 | +1.56 


The results obtained by washing Colo- 
nial-Ronco coals for the four-months test 
period are shown in Table 3. The ash in the 
coal was reduced by 1.79 per cent and the 
sulphur 0.25 per cent; the fixed carbon 
increased by 1.31 per cent and the moisture 
3.34 per cent. The sulphur content of 1.36 
per cent in the initial coal was made up of 
o.80 per cent organic sulphur, 0.54 per cent 
pyritic, and 0.02 per cent sulphate. Wash- 
ing these coals resulted in the elimination 
of approximately 45 per cent of the pyritic 
sulphur. The furnace coke produced from 
washed coals was lower in ash than the 
coke from unwashed coals by 1.51 per cent, 
and the sulphur o.1o per cent. The fixed 
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carbon was increased 1.51 per cent. De- 
tailed data showing the results for each of 
the four months are shown in Table 5. 

The reduction of 1.51 per cent ash in 
furnace coke from washed coals does not 
fully account for the reduction of 1.71 per 
cent ash in coal by washing. The remainder 
of this ash difference will be found in the 
coke breeze produced from the respective 
coals, being approximately 20 per cent ash 
in coke breeze from unwashed coals and 
only 12 per cent in coke breeze from washed 
coals. 


Comparison of Physical Properties of Coke 
Produced from Washed and Unwashed Coals 


In addition to the beneficial effects ob- 
tained with respect to reduction of sulphur 
and ash in coal and coke by washing 
Colonial-Ronco coals, a marked improve- 


TABLE 4.—Composite of Four-months Tests 
Showing Effect of Coal Washing on 


Physical Properties of Coke 
PER CENT 


Furnace Coke from 


—_—_____—_———__| Effect of 
Test 3 
Unwashed| Washed Washise 
Coals Coals 
Sieve Test 
Onis inet... eis 14.3 15.8 + 1.5 
Total on: 3m) dcx mk cs 60.2 63.8 + 3.6 
Through ¥ ino... 2.4 o7 — 0.7 
Tumbler Test 
Strengths. esesse es 65.3 72.0 + 6.7 
Hardness... dscec amen 73.8 76.2 + 2.4 
Brftleness2.. comes 55.9 52.0 — 3.9 
Puél value. J2cckcpene 735 86.5 +13.0 
Weight per cu. ft. (2.5 
per cent moisture 
IDasis)< {bu.fe< Seer 31.61 31.41 | — 0.20 


ment in physical characteristics of the 
furnace coke was also derived. This is 
attributed to the greater tendency of coke 
made from raw coal to cross-fracture be- 
cause of slate inclusions. Slate in coal over 
3g in. is relatively easy to eliminate, but 
its reduction is particularly desirable in 
sizes ranging from 3¢-in. to 20-mesh, since 
the number of incipient fractures caused by 
slate in coal is far greater in the smaller 
size than in the larger for equal percentages 
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of slate. It has, however, been Clairton’s 
experience that under 20 mesh the dissemi- 
nated ash, if not excessive, may actually 
improve the coke structure because of the 
increased physical strength it gives. 


FURNACE COKE FROM UNWASHED GOALS 


ht 


shih 
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FURNACE COKE FROM WASHED COALS 


Because the large daily production of the 
Clairton coke plant serves many blast fur- 
naces in the Pittsburgh and Youngstown 
districts, it was considered inadvisable to 
use the daily average analyses of coke pro- 


Individual Determinations 
made on Sampies taken from 
Loading Belt at Half-hour Intervals on 
approximately every Third Day 


CLAIRTON BY-PRODUGT COKE PLANT 


Hy 


Half-hour intervals per Dav 


Fic. 


The physical tests of furnace coke pro- 
duced during the four-months period are 
shown in Table 4. The physical tests re- 
lating to coke strength, hardness and brittle- 
ness, are conducted according to empirical 
methods developed at the Clairton by- 
product coke plant. These methods have 
proved reliable in determining the relative 
value of different cokes produced at that 


_ plant. Detailed data showing the results” 


for each of the four months are shown in 
Table s. 


Variation in Sulphur and Ash Content 
of Furnace Coke 


One of the most pronounced benefits ob- 
tained from’ washing Colonial-Ronco coals 
is the marked improvement in the uni- 
‘formity of coke ash and sulphur content. 


I.—VARIATIONS IN ASH OF FURNACE COKE FROM WASHED AND UNWASHED COALS. 


duced at this plant as the sole criterion of 
its regularity with respect to blast-furnace 
results at Carrie. Since the Carrie blast 
furnaces were not provided with facilities 
that made it feasible to obtain coke samples 
at the coke stock bins, arrangements were 
made to sample at the Clairton coke plant 
by obtaining samples of coke on the belt 
conveyors at 30-min. intervals during the 
day turn. Fig. 1 represents the variations 
in ash for the four months period for both 
types of coke. The days indicated represent 
approximately every third day for the 
entire four months and each day, in turn, 
is represented by from 8 to 14 samples. 
Since the half-hourly production of the 
Clairton plant on washed coals is equiva- 
lent to 200 tons, or a 6 to 8-hr. operation 
on a single Carrie blast furnace, this fre- 


WASHING COKING COALS AND RESULTS ON BLAST FURNACES 


72 


ee ee ee ee Te 


| 
gS‘r +| gS‘¥g] zo'eg z9°v3| 69:3] 9S°¥3 vS‘vg| LS‘vg] 18°1g vo'£g| 90°£g| vo'es OOr Eg egees! Laregiee Loo: (ese 
‘ ainystour uso Ja! 
S*z) uoqivo 9IqeTIeAy 
1S*1 —| 9€‘o1| Lg*11 €€-o1| Lze‘o1r) ge*or ov'or| gf‘o1| zv‘or Sg'z11| Ve'11) Sg°ir 6Q° RL, SOSZI| CLSEAIA Te aes par eae, 
10°09 —| ¥V9'0 | S90 £9°0 | ¥g'0 | £9°0 tg'0 | £9°0 | g9°0 99°0 | ¥9'0 | 99'0 £970 || 90 OM) SO Oe a eierelass ** TS BAL() 
t1‘o | v1'0 t1'0 | €1°0 | ¥I'O v1‘'o | v1'0 | £1'0 Exo: | et Oke to $20 |) £IA0 ¢ PEO ee ee Ou ONyS) 
o1‘o —] gg’°0 | g6°0 gg'0 | Lg°o | 6g°0 63°0 | gg‘°O | 6g°0 g6'0 | L6'0 | g6'0 66'0 | 66:0 | g6°0 |°" "°° "7" ** -anYydIng 
zoo +] gg°0 | 9g°0 gg'0 | Lg'o | gg'o Lg'o | gg°0 | $g°0 9g°0 | Lg°0 | 9g°0 Lg'o | Lg'0 | Lg’o [rrr t tt * uaBOIZIN 
Sf-o | St°o SE~o° |, 9F"0: | SE“O SStoe| Seon e40 CEO NOLO SES gf'o | SE°0 | 9E°0 ERC IOMTENS 5 2 fuh 9 oF. 2 
og'r +] S$4°9g] S1°S8 6L°98]| 98°98] £4°98 1L°98| VL‘98] 89°98 L1°Sg| 61°Sg] L1°S3 Or'Sal S67 Fe|ol Sy] Poe ee oo Ogre) 
siseg AIq 
‘sasATeuy 243eUllz[() 
zoo'O —|II0‘O |£10°0 I10‘O |II0‘O |110'°0 ZI0‘O |z10°O |£10'0 £10'O |z10'O |£10°0 ¢10'o |€10°0 |v10'0 |qseayoo ursnioydsoydg 
gl°O —] zg‘o | OO’! LL‘o | SL*0 | 6L°0 Lg'0 | Lg‘o | Lg'o0 . $6‘0 | S6'0 | £6'0 So'r | 10°1 | go'l |*** ‘9g SB 9x09 Ul UOTT 
og'r +] SL°9g] SI'S 64°98] 98°93] £4°98 1L°98) VL°98] 39°98 L1'Sg| 61°Sg} L1°Sg €1°Sg| S6'Vg] Of Syl °° °°’ Bogie [230 
1S'r +] ve'6g} fg°Lg LE*6g| €V'6g] ze 6g O£'6g] z£'6g] gz 6g Sg‘49| 99°48] Sg’48 1g‘°L9| vo'Lg] g6'L8)""* ***uogied pexly 
o£°o | O£°0 o£'0 | O£°0 | O£'O of'o | o£'0 | 0£'0 of£°0 | o£'0 | of'0 o£'0 | o£'0 | O£'0 |' °°" ***1993eU 2TIZLIOA 
1S‘1 —| 9£‘o1] Lg‘11 €£:o1| Lz‘or| ge-or ov'or| gf‘or1| zv'or Sg’'11] vg’) Sg°It OR Ta Sorex) CL Ts aes me ee BOW, 
O1'O —]| gg°0 | g6°0 gg°o | Lg'o | 6g'0 6g°0 | gg'o | 68°90 g6°0 | L6'0 | 36°90 66°0 | 66°0 | g6°0 piaiens Cele ncue = UTI 
gg'z | S6°z 9g'z | gg'z | vg7z 06'z | Lg'z | £6°z% 06°z | 96°z | Sg°z 10'e | 66°z | zove |° "°° "°°" aINASIOWY 
s[Bo9 | sjeoo 
MB Ey . - ae qsn3 o2e . 4 o2e qsn3 
ak Ms us Leh ht -IIAV AON 0 -I9AY | -lY anf -I9AY AON ~O -I9AyY |) ly sf 
: yseM | “Un sisegq Aq 
DeHee AN ‘sash[euy eJeUIxolg 
90u9 : 
-Ioyt 
oud :ULOI} BHOD s[eoD poyse Mm wos peonporg s70D sOeVUIN s[veoD (MPT) poysemMu () mot} peonpold 294702 sovUuIn yy 
1€*r1 +] 16°68} og°gS} z6°6S z6°6S £6°6S 6g °6S 63°68 16'6S 19°gS 69°38 vs'gs | 6S‘gs 09°3S zg’gs |'°° °°" *uoqies pexly 
gv'o +] L6°zf] Gr ze] S6°ze 96°ze-| v6'z | 66°zE L6°zE oo'f€ | gv'ze 1S °ze ov’ st “| OS “ce ov ze €S°ze joo ++ +t ra4yeul VfIFEIOA 
OL:1 —| zI‘L } 16°38 op aay 4 ork €x°L zi°k vik 60°L 16'8 03° 00°6 16°38 v6'°3 13°83 bl geld ge MIAME TI +i, 
Gz‘o —| I1‘1 | 9£°1 Teer 60°r ZI'l 11°. DE OI‘! as Of a SE°1 Lene Leon gf°1 eo CS See a sheteh pal 
yee +] Leh | £6°€ Ie°L gz'lh gel ve'L gil 6z'°L Slee 69°£ og fe 11‘v LI‘v Sov a6 Seep 94." Senge, 
MEY s[e09 
snsisA | S[BOD | (ey) 
poysem pe pe |eseioay| “AON "400 | eBeIoAY | ysnsny Ajn{ |ese1say| ‘AON ~oQ «(| edeIoAY | ysnsny A[nf 
90ua |-4seM | -qsea 
-Isyiq un siseg Aq 
‘sosA[BUY o}eUIIXOIg 
JoquUIsAON 


pue 1aqoq0O ‘ysnany 


sTeod peyseM 
‘An[ ‘advisay []¥-1949 


s]eoD peysemuyg 


taba hatin’ bie a eee ee Peete me 2d Ss ie ee Se 


INI) wig 


wupjg 240) janposg-Ke u0j4rD1D “pammposd 940) pup pass) SpDoD payspmus) pup paysp 4 fo saskpuy papojaq—S AsV], 


73 


KING 


CaD: 


*SISEG 94H0D v 


Agel a 


zo°o 
a) 

° 
10°o 
‘oO 

° 


£9° 


+++ 


++1 


Nestea bets 


Iv‘1f| 19°1f 
98 vL 
o-zs| 6°'Sss 
z°gl| gel 
o°ZL| <E*S9 
Jae vz 
g°£9) zZ°09 
Goth Hye 


Lz'o | $e°o |9z0°'0 
SL‘o | 6L°0 | g0 0 
£v°e | OS*e. | 62a 
CLO} ITO) | 10"6 
Z3'6z| 60°6z| z1°¢ 
1f*11| VO'II| OI"! 


go°o +|'ge°eS| o£ °fS| fS°S 


J 


Sz‘o 
£L‘o0 
pt iat 
110 
6z of 
99 OI 
ps-'es 


tz'o 
IL‘o 
II°z 
z1°o 
SL°of 
zv'or 
oz‘es 


Ib'ie 


$z°O |6z0'0' gz'°O 


SL‘o 
67°72 
11'o 
16°62 
93°01 
fg°es 


goo! 
‘0 


£z 


9L‘0 
vz‘ 


10°0, £1'°0 
So'£| S€°6z 


ve" 


1 


96°11 


€S°s| ez°es 


Lz‘o 
9L°o0 
viz 
¥1‘o 
LE ‘gz 
96°11 
gi'vs 


Ivf 


6z°0 
SL’‘o 
tz'z 
11‘0 
£€'of 
96°11 
gz'es 


oo 
i] 
moooo 


$z°o 
gl‘o 
$¢°z 
11‘o 
£262 
i ey) eh 
£g°es 


£z°0 
LL‘o 
Eos 
er°o 
S£'6z 
Of 2z 
ov es 


19‘1f 
vL tL 
5°86 L°ss 
6'eL o'vl 
v'S9 $°s9 
ve vez 
6°6S bog 
I‘vi £°v1 


9z*O |1£0°0! 9z‘o0 
glo O10} 0g'o 
LE*z | zo) Love 
O1‘O | 10'0, O1'0 
Il '6z| PH'E| S6'gz 
Or*rr| OP'r} Lorex 
vi'vsS| gz‘o] gL'zs 


vL 
BSS 


$z‘o 
03 °0 
69°2 
60°0 
YL gz 
Q6'I1 
og ‘es 


1g°1f uae aS PL aS UGS EET) Te 


ainqysiour yueo Jed 
Sz) “gy “no Jed yysIoM 


PLl ccc ct cenyeVa Tany 
g°Ss|t tre ssouapag 
o’vL Pate SEOW DIE Ty) 
g°S9)°" es eee" aABueIIS 

4804 Jojquiny 
@'e jo: sour Pp aanouny, 
8°09)" ‘ul Z UO [B}0], 
CTRL" > 2 ie eye aC) 
24804 dAaIS 
satjziedoig jeosAug 
Lz°o | oprxoqued snioydsoyg 
6L°O |****‘aprxo wWnisouseyy 
toe aed) 0) 140) uInto[B9 
O1'O |*****aprIxo snouesueyy 
91 6z)"****‘epixo wnulunyy 
gic€r|*****° 7s aprxo uosy 


three eee ce eet Fe pong 


ysy jo sash[vuy 


74 


quency of sampling made it possible to 
study the magnitude of variations of coke 
during short intervals of time at Clairton. 

The study of ash variability may prove 
of particular value in connection with the 
treatment of coals in the future, which are 
expected to be higher in ash and sulphur 
than the Colonial-Ronco coals used as a 
basis for this study. This is due to the 
well known fact that the frequency of slate 
particles of sufficient size to cause cross 
fracturing increases at a rate faster than 


WASHING COKING COALS AND RESULTS ON BLAST FURNACES 


reduction in the range of ash variation is 
largely the result of removal by washing 
of varying amounts of segregated high-ash 
fractions in the coal, which otherwise are 
not leveled out and persist throughout the 
entire unloading and bunkering system 
when these coals are carbonized in raw 
form. Although Fig. 1 indicates a high 
degree of uniformity in ash content of 
coke produced from washed coals, it is 
believed that a further improvement could 
be expected if the blending-bin capacity of 


TABLE 6.—Amount and Variation of Ash and Sulphur in Coke 


PER CENT 
Furnace Coke Produced from 
Variation for a ee es 
Based on Periodic Daily Tests 
Using Half-hour Samples for Unwashed Coal Washed Coal 
Four-months Period 
Maximum | Minimum Range Maximum | Minimum Range 
HANS Ee i Meet oe ais Peeled drt atens AUmeN cron eens I4.05 Ir. 08 2.97 II.04 10.08 0.96 
Stl planes cee, steamer hes esha eaeaciskcte aes 1.08 0.82 0.26 0.97 0.80 0.17 
Variation Based on Daily 
Average Analysis for Every Unwashed Coal Washed Coal 
Day of the Four-months Period 
Average: ashes. deine mintesie ct armoire 11.87 10.36 
Average day to day variationinash.. 0.40 0.14 
Variations exceeding 0.30 per cent ash 50.00 9.50 
Variations exceeding 0.50 per cent ash 31.50 0.00 
Variations exceeding 1.00 per cent ash 6.70 0.00 


indicated by the rising total average ash 
content. Likewise, the frequency and 
severity of short-time irregularities become 
disproportionately worse where the change 
in ash content is not caused by change in 
composition of the coal seam, but rather 
is due to the inclusion in irregular amounts 
of extraneous material from bottom and 
roof of coal seams. 

Fig. 1 shows a marked and important 
difference between coke produced from 
washed and unwashed Colonial-Ronco 
coals with respect to frequency and magni- 
tude of short-period irregularities in ash 
content. Similar trends were observed in 
sulphur content of the respective cokes, but 
obviously of a smaller character. The 


3000 tons per day were increased to more 


properly conform with the daily washing 
capacity of 14,000 tons. 

Table 6 shows the amount and variation 
of ash and sulphur in coke. Based on half- 
hourly samples, as previously described, 
the greatest variation in ash content for 
any one day was 2.97 per cent for coke 
from unwashed coals, while that for washed 
coals was only 0.96 per cent and, similarly, 
the sulphur showed a variation of 0.26 per 
cent for unwashed coals and only 0.17 per 
cent for coke from washed coals. A review 
of the variation based on daily average 
samples for each day of the four-months 
test confirms the improved uniformity in 
coke resulting from washing coals. The 
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coke from unwashed coals shows consider- 
ably more severe and frequent variations 
than the coke from washed coals. For 
example, day to day variations in excess of 
0.30 per cent ash occurred so per cent of 
the time for the former, as opposed to only 
9.5 per cent of the time for the latter; and 
perhaps of greater importance is the fact 
that no day to day variations in excess of 
©.50 per cent ash occurred in coke from 
washed coals, whereas such occurrences 
represented 31.5 per cent of the time on 
coke from unwashed coals. 


Comparison of Coke Yields 


Four tests were conducted to determine 
the difference in carbonizing capacity and 
coke yields when charging washed and 
unwashed coals. The coal content of 
ir larry cars, each of both washed and 
unwashed coals, was weighed by discharg- 
ing the coal from the cars into a truck, 
which later was weighed on the plant 
scales. Identical volumetric ring settings 
were maintained throughout the test and 
the amount of coal pulled back by the 
leveler bar in the oven was also weighed. 
The net coal charged per oven, determined 
in this manner, indicated that the coal- 
carbonizing capacity of the ovens was 
reduced approximately 1.0 per cent when 
washed coals were used. This is shown in 
Table 7. 


TABLE 7.—Effect of Coal Washing on Oven 
Carbonizing Capacity 


Oven Capacities 
Batteries 19 to 22, 


Inclusive Effect of 
warhine: 
er Cent 
aie seal Sot ae 
Coals, Lb. Tose 
Coal as received (3.46 
per cent moisture). | 41,997.8 43,558.7| —1.05 


—————— aan 


While several tests were undertaken to 
determine accurately the total coke yield 
from both types of coals, in all cases coke 
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over 1 in. being considered furnace coke, 
this procedure was abandoned because it 
was impossible to accurately weigh the 
coal charged as allocated to the different 
ovens. As a matter of information, this 
test showed approximately equal total 
coke yields from washed and unwashed 
coal, 72.24 per cent and 72.26 per cent, 
respectively. Since it is well known that a 
higher total coke yield is obtained with 
higher-ash coals, it was necessary to disre- 
gard these tests and use Clairton’s actual 
experience with washed and unwashed 
coals as the basis for coke yields. As will 
be noted in Table 8, a very marked increase 
was obtained in furnace coke from washed 
coals, in the order of 2.20 per cent, and the 
coke dust reduced by 2.90 percent. How- 
ever, as was to be expected, the total coke 
yield for washed coal is less by 0.69 per 
cent than when using unwashed coals. The 
increase in yield of furnace coke for washed 
coal more than offsets the decreased coal- 
carbonizing capacity resulting from the 
use of higher-moisture washed coals, and 
a net increase of approximately 3.0 per cent 
is obtained per day per battery in the 
production of furnace coke. 


TABLE 8.—Effect of Coal Washing on Coke 
Yields 
PER CENT 


Yield per Net Ton 
of Coal Charged, 
Per Cent 


Effect of 
Coke Washing 
Unwashed| Washed 
Coals Coals 
Furnace coke (2.5 per 
cent moisture basis)} 65.48 67.68 | +2.20 
Coke dust,as produced 
DAMA. ids ac eee See 8.29 5.39 | —2.90 
Quencher sump sludge 0.10 o.1r | +0.01 
Total COLONY athens 73.87 73.18 | —o. 


Comparison of By-product Yields 


Since the same by-product plant served 
the batteries that were concurrently used 
in the production of coke from washed and 
unwashed coals, it was not possible to 
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segregate the by-products and determine 
the yields obtained from the two coals. 
Therefore, the by-product yields were 
established by recognizing the amount of 
by-products lost with float coal in washery 
refuse, such calculated yields checking 
past experience at Clairton. 

Because of the higher moisture content 
of washed coals, it is obvious that more 
oven gas is required for underfiring ovens 
than when using unwashed coals, and to 
determine the exact difference a special 
test was undertaken. Gas-metering facili- 
ties were installed on various batteries 
and, based on an eight-months test, it was 
determined that 9.0 per cent more fuel was 
required per ton of washed coal carbonized. 
The B.t.u. per pound of coal- carbonized 
was 1219 for washed coal—an increase of 
to2 B.t.u. over that required for unwashed 
coal. This adversely affected the surplus 
coke gas available and is included in the 
determination of the by-product yields 
shown in Table o. 


TABLE 9.—Comparison of By-product Yields 
from Washed and Unwashed Coals 


Yield per Net Ton 
of Coal Charged 


Effect of 
Washing 
Unwashed| Washed 
ee Ag08, COR B.t.u. 
BSS) ARAL. cme oe 10.460 | 10.760 | +0.300 
Gas (500 B.t.u. basis), : 
ew. ft.s 
Used at ovens.... 4.584 4-997 | +0.413 
Stirplasaea dad scr 6.981 6.911 | —0.070 
Lotal aes ets. 11.56 II.908 oO. 
Ammonium sulphate ‘ id ED SAa 
o ae cent NH; 
basis), Ib... 2.10... 25.38 26.10 0.72 
Light oil (total), gal.. 3.16 3.28 even 


Effect on Sulphur Content of By-product 
Coke-oven Gas 


Of more than passing interest to steel 
producers is the fact that by-product 
coke-oven gas produced from washed coals 
contained approximately 20 per cent less 
sulphur than gas produced from unwashed 
coals, the figures being 0.454 and 0.563 lb. 
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H.S per M cu. ft., respectively. By-product 
gas produced at the Clairton Works 
usually contains more sulphur than that 
found in similar gas produced elsewhere 
because of the sulphur content of the coals 
carbonized. As a result, in the production 
of steels with low sulphur specifications, 
special efforts are required through the 
agency of additional fluxes, manganese, and © 
furnace time, when appreciable proportions 
of by-product coke-oven gas are used in 
melting. Therefore a reduction in the 
sulphur content of the gas would permit 
the attainment of the required specifica- 
tions for sulphur in somewhat less melting 
time and with a reduction in fluxes, manga- 
nese, and other materials involved. In- 
directly, this matter is important to 
blast-furnace operators, since it would 
allow a moderate increase in the permissible 
sulphur content of pig iron if the present 
steelmaking practices were retained. 


Summary of Four-months Test 


The four-months test performed at the 
Clairton by-product plant to determine 
the effect of washing coking coals indicated 
that a marked improvement can be 
expected in ash, sulphur, physical proper- 
ties and uniformity of the coke so produced. 
Blast-furnace operators will readily concede 
that the use of such coke, as opposed to 
coke from unwashed coals, should help to 
improve blast-furnace operations, but only 
carefully controlled blast-furnace tests 
can indicate the magnitude of the expected 
improvement. 


BLAST-FURNACE TESTS 


In the determination of the relative 
effect of each type of coke on blast-furnace 
performance, two furnaces of identical 
physical dimensions were selected, each 
provided with similar stove and gas- 
washing facilities. For a long period prior 
to the test both furnaces had operated with 
coke from washed coals, with similar 
operating results and characteristics. The 
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furnaces chosen for the test were Carrie 
No. 1 and Carrie No. 2, at Rankin, Pa., 
Carnegie-Illinois Steel Corporation. The 
essential dimensions are given in Table ro. 


TABLE 10.—Dimensions of Carrie Blast 
Furnaces Used in Test of Coke from 
Washed and Unwashed Coals 


Hearth diameter..... 22 ft. 6in. 
Bosh diameter....... 25 f€) 12. in. 
Stockline diameter... 18 ft. 3 in. 
Large bell diameter... 13 ft. 3 in. 

Bosh angle.......... 81° o’ 

Inwall batter........ I.313 in.: 12 in. 
Total height......<.. 92 ft. oin. 
Hearth area......... 397.6 sq. ft. 
Total volume........ 33,023 cu. ft. 


The initial test comprehended a two- 
months operation using coke from un- 
washed coals on one furnace while the 
companion furnace was operated with 
coke from washed coals. Since it was 
recognized that every furnace has certain 
individual characteristics contributing to 
its operating efficiency, which may change 
- from time to time, and that identical 
furnace size and design does not necessarily 
furnish a guarantee of duplicate perform- 
ance, a second test of two months duration 
was considered essential for check purposes, 
during which the type of coke was inter- 
changed between the furnaces. Between 
the two test periods, one month was 
allowed for the adjustment and stabiliza- 
tion of operating practice, and some special 
tests were also made during this interim 
for the determination of the amount of 
coke fines inherent in the two different 
types of coke used. The following illustrates 
the test program: 
ee ee es 


Period No. 2 Furnace 


No. 1 Furnace 


Coke from un- | Coke from 
washed coals washed coals 
September.... Change-over and special tests 


Oct. and Nov..| Coke from Coke from un- 
washed coals washed coals 


The immediate common objective with 
both types of coke was the production of 
standard basic iron of similar chemical 
composition and equal uniformity, the aim 


July and Aug.. 
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being to produce iron containing 1.10 per 
cent silicon and 0.030 per cent sulphur, 
normal to Carrie’s practice. The test was 
so arranged as to introduce no variable 
other than the type of coke. Since the 
sulphur content of the coke made from 
unwashed coals is higher than that from 
washed coals, similar sulphur content of 
iron from the two blast-furnace units 
could be accomplished only through a 
change in slag volume or slag composition. . 

The required magnitude of the change in 
slag volume could be readily determined in 
advance with accuracy from the prescribed 
sulphur specification as well as the expected 
sulphur content of the slag, whose compo- 
sition and sulphur-carrying power cor- 
responded to those normally produced at 
Carrie when using coke from washed 
coals. However, the average - sulphur 
content of coke was not the only factor 
affecting the adjustment in slag volume. 
Prior experience with coke from washed 
coals having indicated a marked improve- 
ment in regularity of coke composition, it 
was anticipated that coke made from 
unwashed coals would show greater varia- 
tion in sulphur as well as ash content; the 
resultant adverse effect on chemical compo- 
sition of iron could be offset only by a 
further increase in slag volume. This 
additional slag volume could be obtained 
either by the use of gravel or a greater 
proportion of siliceous ore than normally 
employed when using coke from washed 
coals. Since this ore was similar in phys- 
ical characteristics to the other ores, no 
additional variable was introduced by its 
use. The additional slag volume was, 
therefore, obtained by a combination of 
both practices; i.e., using some gravel and 
more siliceous ores. 

The burdens of miscellaneous materials 
with metallic content, such as open-hearth 
slag, excess scrap or scale, were substan- 
tially the same on both furnaces throughout 
the test, and blowing rates were held as 
constant as practicable, being varied only 
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within the limits imposed by the quality of 
coke. 


First Blast-furnace Test Period 


During the first test period, July and 
August, the performance of No. 2 furnace, 
using coke from washed coals, was mark- 
edly superior to the companion furnace, 
the iron production being greater by 51.6 
tons per day, or 6.7 per cent and the coke 


consumption correspondingly decreased 


coke from washed coals was characterized 
by greater uniformity of iron analysis, as 
indicated by fewer offcasts in silicon and 
sulphur. Principal data for the first test 
period appear in Table rr. 


Second Blast-furnace Test Period 


During the second test period, covering 
October and November, the type of coke 
used on the two furnaces was reversed, 


TABLE 11.—Comparative Blast-furnace Performance and Practice Data for First Two-months 
Test Period 


Boks apeivcts (dry basis), per cent: 


Clo png Ca ED ORO TNO Oe CO Utes Keep IINet crc cea as 


Sul DIU a ale eset ale Re See 
Rixedycarbons.,, 00s sce oes 


Day to day variations exceeding 0.30 per cent ash in coke, 
DOT: GENT aais seuss Wa aie slave o alae CP aa Se te reaetar ais; aie 


Iron) production, met toms per Gayin a ale-e 9 --rt-l-ar 
INeticokelinate, Ih apentom arom. ata ero eee ee 
BPlux rate lb. per ton aron, cas. ot ee cot ern stale arent or 


Calculated slag volume, lb. per ton iron. 


Air blown, cu. ft. per min. (carbon basis). ie Aiebienes 
Blast) pressure tbs per.sq. itis ae s.t a. ae acin eee eee ee 


Average iron analysis, per cent: 


Silicone S-. 6s, ware ae MRT eee cee eee 


Casts over 1.40 per Gent silicon, ‘perieenty wae es wee 
Casts under 0.85 per cent silicon, per cent............ 
Casts over 0.040 per cent sulphur, per cent................-- 


Furnace Coke from 


Effect of Washing 


Unwashed | Washed 
Coals Coals 
No. 1 No. 2 
Rumace Rucoace Amount Per Cent 
Syorchenere 11.89 10.40 —1.49 
Sits Oca 0.99 0.89 =—0.16 
Be GERI 87.81 89.30 +1.49 
Soliae ets 55.7 18.9 — 36.8 
ree 769.0 820.6 tsr. 6 + 6.7 
AE 1,931 1,774 157 — 8.1 
a oe 987 7604 — 223 —22.6 
1,285 1,048 — 237 —18.4 
ae ee 53,422 53,522 + 100 + 0.2 
Be ee ¥O.3 17.8 =—.1.5 
ra Es t2 1.14 +0.02 
mete. id 0.028 0.028 0.00 
Bai as 8.75 8.04 —0.71 
SOR ome 9.09 4.55 —4.54 
6.40 4.90 —1I.50 


157 lb., or 8.1 per cent. Similarly, this 
furnace operated with 22.6 per cent less 
flux and with 18.4 per cent less slag volume. 
Throughout the test No. 1 furnace, using 
coke from unwashed coals, operated with 
higher blast pressures than the companion 
furnace and was more difficult to con- 
trol, requiring more drastic counteraction 
against furnace swings for restoration of 
normal operating conditions. 

While the average silicon and sulphur 
produced in the iron from the respective 
furnaces for the two-months period was 
closely similar, the furnace operating with 


No. 1 operating with coke from washed 
coals and No. 2 with coke from unwashed 
coals. No. 1 furnace showed an improved 
performance over the companion furnace, 
producing 74.7 tons more iron per day, or 
9.4 per cent, and using 139 lb. less coke 
per ton of iron, or 7.4 per cent. This 
furnace required 17.5 per cent less flux 
and operated with a r2 per cent lower slag 
volume. During this period the blowing 
rate on No. 1 furnace was increased 
approximately 2.7 per cent over the com- 
panion furnace, a blowing rate permitted 
by the improved quality of the coke. © 


; 
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The furnace operating with coke from 
washed coals also demonstrated a marked 
superiority with respect to regularity of 
iron analysis, since only r.00 per cent of the 
casts for this period exceeded 1.40 per cent 
silicon as opposed to 9.19 per cent for the 
companion furnace. Similarly, only 2.70 per 
cent casts exceeded 0.040 per cent sulphur 
compared with 5.78 per cent for the other 
furnace. Table 12 shows the results ob- 
tained during the second test period, 
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improvement was obtained on coke pro- 
duced from washed coals. The increase in 
wind rate of 2.2 per cent permitted by coke 
from washed coals when comparing the two 
periods was unaccompanied by a similar 
increase when comparing the two periods 
using coke from unwashed coals. The coke 
consumption decreased for both grades of 
coke used during the second period, but the 
magnitude of the change is not sufficient 
to account for the difference in production 


TABLE 12.—Comparative Blast-furnace Performance and Practice Data for Second 
Two-months Test Period 


Furnace Coke from 
Effect of Washing 
Unwashed! Washed 
Coals Coals 
2 E 
opened se Amount Per Cent 
Coke analysis (dry basis), per cent 
tae nae a PO ee ee cee ee eee 11.85 10.33 —1.52 
RORIREIEOUEEE DS CEI hc Srcsrale et Sa ese ei ehaatentanccs oe 800 0 98 0.88 —0.10 
ranean MRNA R a at had emaplee ees 87.85 89.37 +1.52 
Day to day variations exceeding 0.30 per cent ash in coke, 
BOIS earthy ain DEG wee ese awl ee cae eis 43.4 o —43.4 
Ison production,-net tons per day.......-.---- 00 ec. eeeee 793-5 868.2 +74.7 + 9.4 
Net coke rate, Ib. per ton iron... 2. 65s. 2 Ye eee ee tees 1,887 1,748 — 139 — 7.4 
Flux rate, Ib. per toniron......... fier 1,003 827 — 176 —17.5 
Calculated slag volume, Ib. per toniron...... S aet 1,287 Tana — 155 —12.0 
Air blown, cu. ft. per min. (carbon basis).............-..-- 53,301 54,721 +1420 + 2.7 
aR Reese, Al. PEN Si, 190. sic 505 ong. w oad Sapte Vie ae me ales as 19.4 19.2 — 0.2 
Average iron analysis, per cent: 
et en ee re aa aU Ne wins ool tao or0,.5 mug aE a: I.14 1.05 —0.09 
eae Se areas Sins sReiee eye bine ees Sew.eics «5 Cae 0.029 0.028 —0.001 
Casts over 1.40 per cent silicon, per cent..........--.+-+--- 9.19 I.00 —8.19 
Casts under 0.85 per cent silicon, per cent.............--..- 8.16 y hay fe —0.44 
Casts over 0.040 per cent sulphur, per cent...........-.-..- 5.78 70 —3.08 


Comparison of Furnace Perjormance 
on Same Grade of Coke during the 
Two Periods 


Of considerable interest is the effect of 
uniformity of coke quality on_ blast- 
furnace performance. This is illustrated 
by a comparison of the results obtained 
on the same grade of coke for the two test 
periods, as shown in Table 13. Pig-iron 
production using coke from unwashed coals 
increased 3.2 per cent during the second 
period, compared with the first period when 
using similar coke, whereas a 5.8 per cent 


performance, particularly in view of the 
change in other related factors. The 
distribution of iron analysis also improved 
during the second period, the magnitude 
of the improvement being greater on coke 
from washed coals. . 
There are three distinct differences 
between the periods: (1) the use of equiv- 
alent amounts of sinter in the second 
period; (2) the lower atmospheric moisture 
content in the second period; (3) a major 
improvement in the regularity of coke pro- 
duced from washed coals and a more mod- 
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erate improvement in coke produced from 


unwashed coals, as subsequently illus- : 


trated. The use of 4.6 per cent sinter in the 
burden of both furnaces during the second 


Percent ot 
Occurrences 
100 


\ 
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statistical study of coke-ash variability 
for the two periods, based on differences in 
day to day average ash content of the 
respective cokes, reveals the pronounced 
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MAXIMUM DAY-TO-DAY VARIATION IN AVERAGE COKE ASH 


Fic, 2.—CoMPARATIVE DAY TO DAY VARIATIONS IN AVERAGE DAILY ASH OF FURNACE COKE FROM 
WASHED AND UNWASHED COALS, CLAIRTON BY-PRODUCT COKE PLANT. 


period could account for only a minor part 
of the relative improvement shown by both 
furnaces over the first period. While some 
operators may believe that some of the 
improvement is due to the lower atmos- 
pheric humidity during the second period, 
this does not explain the relatively greater 
improvement obtained during that period 
with coke from washed coals as opposed 
to coke from unwashed coals. 

Since the differences in sinter charged 
and atmospheric humidity were common 
to the two grades of coke, it follows that 
by far the greater part of the general 
improvement in the second period must 
be credited to the greater uniformity of 
ash in coke produced from washed coals 
and the relatively moderate increase in 
uniformity of ash in the companion coke. A 


improvement in ash uniformity of coke 
from washed coals over coke from un- 
washed coals and, of equal importance, 
shows improvement in uniformity of both 
grades of coke during the second test. 
period. The data and graph shown in 
Fig. 2 demonstrate that the degree of 
improvement was far greater for coke 
from washed coals, as evidenced by the 
difference in number of occurrences ex- 
ceeding a maximum day to day variation 
of o.30 per cent coke ash. Occurrences 
exceeding this severity of variation de- 
creased 12.3 per cent for coke from un- 
washed coals when comparing the second 
period with the first test period, whereas 
the improvement, on a similar basis, was 
18.9 per cent for the coke from washed 
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coals; in fact, no such variations occurred 
in coke produced from washed coals. 

The reduction in coke-ash variability 
ogically not only explains the improved 
operating performance on both grades of 
coke during the October and November 


coke discharge on a common conveyor for 
transfer to a common collecting bin. Since 
this arrangement did not permit separation 
of coke screenings produced at each unit 
during the test, both furnaces were 
operated on coke from washed coal during 


TABLE 13.—Comparison of Blast-furncee Performances 
eT nN URE 


Coke from Unwashed Coals Coke from Washed Coals 
Difference | Difference 
July, October, July, October, | 
augunt ee Per sugust pes Per 
Amount Cent Amount Cent 
Coke analysis (dry basis), per 
cent: 
Sing Boshi aes daw ere cw io 11.89 11.85 — 0.04 10.40 10.33 —0.07 
pipiens ac ae Spc ste a 0.99 0.98 —0.01 0.89 0.88 —o.o1 
ized carbote. oo... <..005. 87.81 87.85 +0.04 89.30 89.37 +0.07 
MiGinEtret acme asc oe oe ok 3.01 2.90 —o.1r 2.90 2.86 | —0.04 
Day to day variations exceed- | 
ing 0.30 per cent ash in coke, | 
PRRICONWS eee. nice oe 55-7 43.4 —12.3 18.9 9 — 18.9 
Sinter in ore and sinter burden, 
PencenGoces, uence ax uals ° 4.6 +4.6 ° 4.6 +4.6 
Air blown, cu. ft. per min. (car- 
bon basis)..... i eee : eee] 53,422 53,301 —12I —0.2 | 53,522 54,721 | -FII99 || -—-2 2 
Blast temperature, deg. F...... | 1,085 | 1,032 — 53 1,116 oe | aoe 
Top temperature, deg. F...... 359 379 +20 we ae" Lee 
Blast pressure, lb. persq.in.... 19.3 19.4 0.1 ae ete = ae 
Moisture in air, grains per cu. ft. 6.00 2.8 = 35 05: .00 2.85 3.15 
Iron production, net tons per 868 @ || ae 
Pee Cece mine na alne 769.0 | 793-5 | 124.5 ee ee He ae as 
Net coke rate, lb. pertoniron..| 1,931 1,887 Tiere ae iT ye fa ca 
Flux rate, lb. per ton ne ee 987 1,003 +16 | +1.6 764 827 re Sian 
Flue dust and sludge produced, hs as 
BESET COIS cic w s/c, 0' pe ee cre f) t3or} 142 +3 | 158 228 2 
cre toa Totem TD Per) sags | asy | | t2| toe] rows | raze | tee | 48.0 
Ratio bases to acids in slag....| 1.044 1.048 ie oe ees eee ee oa 
Sulphur in slag, per cent....... 1.79 1.86 oT s ¥ f 
Eyeisee tron analysis, Ber cents —e rei 6:05 1.14 1.05 =0.090 
MENTE Delite aiicca) cf abees 0.028 | 0.029 | +0.001 0.028 | 0.028 fae 
aa | ; 
Se ee ed | oie | oa Ang Rope oe 
Se ee Be ae eee ass | am | tam 
sts” 0.040 per cent sul- aw. 
ocr ed Aig De sianethue ae 6.40 | 5.78 =0.62 eee nis aa 
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period but may be interpreted as a primary 
factor in the greater magnitude of improve- 
ment in furnace performance on coke 
from washed coals in that period. 


Determination of Coke Screenings 


The coke-screening facilities at Carrie 
Nos. 1 and 2 blast furnaces are so arranged 
that the fines removed from the furnace 


part of the interim period of September, 
and the coke screenings were determined. 
The total screenings recovered from both 
grades of coke at the blast furnaces during 
the four-months test period were known 
and the figure ascertained by the special 
test was used as a basis for determining 
the screenings produced from coke from 
washed coals. The screenings recovered 
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from coke from unwashed coals were 
obtained by difference. In all cases coke 
dust under 34 in. was considered screenings. 
The essential data are shown in Table 14. 


TasLe 14.—Blast-furnace Coke Screenings 
Recovered at Carrie Blast Furnaces for 
Four-months Test Period 


Furnace Coke from 
Effect of 
Unwashed| Washed Washing 
Coals Coals 
Coke screenings: 
Per ton of coke, lb. . 59.3 42.5 —16.8 
Per ton of iron, lb..| 57.0 38.5 —To.5 
Coke required per ton 
of iron: Per Cent 
Gross furnace coke. 1,966 1,799 — 8.5 
Net furnace coke... 1,909 1,760 — 7.8 


Summary of Results at Blast Furnaces 


Discussion of results obtained in the two 
separate periods confirms the need for 
duplicate checks such as were undertaken, 


the year, therefore the composite of the 
four-months test, as shown in Table 15, 
represents a sound basis for evaluating the 
advantages of coke produced from washed 
coals. The following advantages were 
obtained by the use of such coke. 

rt. Daily iron production was increased 
63.3 tons, or equivalent to 8.1 per cent. 

2. Net furnace coke consumption was 
decreased 140 lb., or equal to 7.8 per cent. 

3. Flux consumption was decreased 
198 lb., or equal to 19.9 per cent, and slag 
volume was reduced 15.2 per cent. 

4. A pronounced improvement was ob- 
tained in the regularity of pig-iron analysis. 

In addition, an item of considerable 
importance is the fact that the increased 
yield of furnace coke of 3.0 per cent at the 
Clairton coke plant, combined with the 
subsequent reduction in coke requirements 
per ton of iron, means that less mined coal 
is required per ton of iron under such 
conditions than when using coke from 


TABLE 15.—Comparative Blast-furnace Performance and Practice Data for Composite 
Four-months Test Period 


Furnace Coke from 


Effect of Washing 


Unwashed | Washed 


Ce nach (dry basis), per cent: 


Iron production, net tons per day 
Net coke rate, lb. per ton iron 


eee eee eee 
, 


Casts over 1.40 per cent silicon, per cent..... 
Casts under 0.85 per cent silicon, per cent..... 
Casts over 0.040 per cent sulphur, per cent 


and is indicative of differences in magni- 
tude of benefits that may be obtained 
over an extended period. The periods 
involved reasonably approximate the aver- 
age conditions that may obtain throughout 


Goals Coals Amount | Per Cent 
EA aR IT S37. 10.36 —I.51 
Seieie 0.98 0.88 —o0.10 
Sesh eaeaS 87.83 89.34 +1.51 
shy wage 50.0 9.5 — 40.5 
Ta eR TE 781.1 844.4 +63.3 +8.1 
weve 1,909 1,760 — 149 —7.8 
ee CO 995 7197 — 198 —I9. 
Westar 1,286 I,0Q1 — 105 a4 
anitherss 53,362 54.129 +767 ia 
wae 19.3 18 6 Oy 


unwashed coals. In the former case 1.375 
net tons of mined coal were required 
and in the latter 1.501, or a difference 
equal to 8.4 per cent less mined coal needed 
when using washed coals, 


KING 


(es ADE 


fe) fv-v ery fe) Sg'z Sg°z te) 00°9 00" Oe Pine aac ae “4j ‘no Jed sureis ‘Ite Ul aInysloj 
yet zoy soe 6+ Bge OLE ss viv 6S ake apd Sea Ngk pat | “B3p ‘gin}eiedu19} doy, 
op+ g6o'1 gsSo'r grt 0go'L Z£O'L 1é¢+ QII‘I Sgo'r Tre ressessseeey “Bap tgingeladuey yse[gq 
L-o— 9°31 £°61 z°O— z°6r v°61 5 g° Li £° 61 strsseessscout ps Jad *q] ‘ainsseid 4se[g 
bort LoL+ 6zi'vs zoe‘es L’t+ ozy‘1+ | 1zL'bs TOL‘ES z°O+ oo1+ zes'es zzvies | (stiseq woqieo) ‘urut Jod “43 "no ‘umoyq ITV 
reolpoOwIg 
z-s1t— s61— 160'I 9gz‘I o'zI— ss1— Toler Lgz‘t bv'gi— Lez— gvo'r Soeir Wishes UOII U04 Jed ‘q] ‘auIN[OA poze[Noyed 
g10°Oo—| gzo'r 9vo°r £10'0—| S£o'1 gvo'l 0z0'O—| z0'r Pros ietlelia te siaieleiciileiceniog Of SaseClOn ey 
t0"0— ZQ°l £g°1 €o°o— €g°1 9g°1 zo'0+ Ig‘l 6L°I a iallehelsrsie& sve) e/enakevem siele nels (e's 
££°9 £0'9 oL'9 zz°9 96'S 19°S Distress eee e ere eeeeesspsqusEyy 
£6°72v TEeey: CL: cv ro“ey 1z‘eyv 16'EV SERS Se SSUES a wc) Menem oko meet LULL! 
QL*€1 06°z1 6L‘€1 €6°z1 IL°€1 i a Drees e seer ee eee es epurmmTy 
Sire Love S6°Eee ys're verve og ve tee ee ee rd BOTS 
:queo Jod ‘sIsA[BUY 
:PIS 
ze"e— | LL’ 60°9 go°’e— | ol’z gl's oS'I— | 06°47 RE or Gl soe *anydns quso tad of0'0 I9AO S4s¥VO 
or z— Li'9 £9°3 br'o— a nae 91's VS 'b— Ss'v GOrG ess “Moo}pIs yuao od Sg'o Japun sqsed 
zs‘y— Sv L6°8 6I1°g— | oo’! 61°6 IL‘o— | ¥o'g + ia a olla “uoorIs Judo Jad OF'I IaAO SyseQ 
100°0—| gz0°o 6z0°0 100°0—| gzo'o 6z0'0O 0 gzo'o RBONO. Je seco Peery me OEE 782 (0h is) 
vo‘'o— 60°I Say ae 60°0— So’'rL VI'L z0°O+ Ix A a ee ed “UOdTTIS 
\ :quoo Jod ‘stisAyTeue uoIy 
6°or— g61— L6L S66 S‘LZr1— | glL1— LZg £00'1 Q'te— fze— VOL BROT) Wee oute seeeeseee soir wog Jod “q] ‘xnpy 
S*g— LoI— O6L‘I 996'I I'g-— gsi— LgLl'i Sv6'r 6°g— LLI— ZIg‘t 6g6'! ta BR polled **uolt uoy Jad “q] “e309 ssols) 
g°L— 6v1— OgL‘I 600‘ belL— 6c1— QvL'r Lgg‘t I'g- LS1— VLL'I If6'r CSiSseRT OTT uo4 Jed *q] ‘axoo JeN 
:uotyduinsuog 
I— ovr Ivi 61— €z1 evi 61+ gsr ofr "Wort WO4 tad “QI ‘aspnyis pue ysnp and 
1°g4+ £‘€o+ | v'brg I’1gl y'6+ L'VL-+ | 2°898 S'f6L L'9+ g'IS-+ | g'o0zg Comat oy cy Ag) (Serie Mi MD) verses Kep gad suo} you ‘uoly 
| suorjonpolg 
bp — Sgr 622 Sp — 60z vSz ov — gsi voz PRIS SO BCI MEA hoe do} (or at 
bs1— Z19 99L 1f1— g19 Obl L£LI— 909 fgl a. eae ae “ess Qu0jseur’y 
ys— v gs 69— s tL of — v ev ie BE a CPUC) 
I— s 9 s— 1 9 p— t 5 Te ****deios ssaoxqy 
be+ 06£ 9gf 9S-+ Sov 6ve I1— Le pge ous Beis yJivoy-usedg 
I- zs es v— £s LS I+ 1s os pe Bg “88 aTBOS [[OY 
z— Ie £e t— LE of ° 9% 9% = a “ees TepuaTo At 
(o) 0g 0g I— LSI gst Co) te) (0) SIR NAP ye “4snp ony poroquls 
s— IgV 9g I— gI 61 €1-+- lo 686 SS a ee nee TIP tke ag ee ONL 
6f1— fry zgs 601 — gOe Los goI— o6Vv gs9 PE as Pa SROs: LEO LR 
gri+ bev‘ glz'z gL ozg'z PrL'z voz + voo's o0g'I SN RB ins ae alee ry ag eeey OOF CARES LE 
suodt uoy Jod ‘q] ‘ueping 
S‘or— $6 o'os pop — i} per g'9f— 6°91 L°ss SVOLsR: $CS4V4 TENE SIRES SORIANO CACC TODS BEA TOO aa td 
O£O Burpssoxe suotyeuva Avp 03 ACC 
Lo'o— 8g S6°z vo'o— OR '@ 06°% Ir‘'o— 00°% ro™s "8" *9In4stoyy 
1$‘1+ ve 6g £g'Lg zS‘1+ LE'6g Sg'lg 6Ov'I+ o£ ' 6g 1g‘Lg **uoqgIvo pax 
o1r‘o— | gg’o g6°0 O1‘o— | gRg‘0 g6°0 or‘o— | 6g°0 66°0 see" "anudins 
st ple Ge o£ o1 Lg‘1I Atle Wee ff or Sg'11 6e° r= ov or Og °I1 igo aneigae SSNS PSS Se ee aE Ty, 
:queo isd ‘(siseq_ Aip) stsd]eue 90D 
sTvOg a s[vog 5 s[vog 
fps) aysem z| jun 81805 fo 2 s[vog 
qyuag Jeg| junoury poysem, ae yusg Jag} junowy poyse Ae queg Jeg] junowy payst eae . 
aousleyIq WIOIJ ayo soudlo Id WOo1j BOD aoualeyiq W0J} aYOD 


JaquiaaoNn pue 1aqoz009 ‘ysnany ‘Aine JequisAoN pus 13q0790 asnany pure Ane 
‘polled 4say, 94!soduio Ola 489], puosss oOuad 489, 3811 


SIIDUAN J B4144DD ID DIDI] 224MW4G Pun sounUs0fsaT aovusnf-1sDIg aaynavguoj—'OI ATAV I], 


e i 24 , in) < ~, p72 =,” we a eee, eee Ne ee ee a ee ee se wy 


84 WASHING COKING COALS AND RESULTS ON BLAST FURNACES 


The increase in production of iron and 
the reduction in coke rate shown in Table 
1s can be attributed wholly to the improve- 
ment in quality of coke from washed coals. 
Percent 


of Casts 
40 


ns 


30 
ve 
PiG_ IRON PRODUCED USING COKE ff 

FROM WASHED COAL / 
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20 


50 60 70 80 30 1.00 1.10 
Percent - Silicon 
Fic. 3.—COMPARATIVE DISTRIBUTION OF SILICON IN PIG IRON PRODUCED USING FURNACE COKE 
FROM WASHED AND UNWASHED COALS, CARRIE FURNACES. 


The decrease in amount and variability of 
ash and sulphur in coke and the improve- 
ment in physical coke quality, all of which 
permitted a reduction in flux consumption, 
slag volume and basicity, and marginal 
burden reserve, may be cited as major 
factors in decreasing the coke rate. The 
precise extent to which each of these 
factors contributed to the over-all result 
cannot be readily determined. No marked 
difference was noted in amount of flue 
dust produced, although we believe a more 
extended test would be required to deter- 
mine accurately the true effect on that 
of several cokes tested. Complete data for 
the entire blast-furnace test period, includ- 
ing details relating to slag composition and 
burdens, appear in Table 16. 

The effect of coke from washed coals on 
furnace operation was reflected not only in 


improved production of iron and consump- 
tion of coke, but was also apparent in the 
improvement of the regularity of iron 
analysis, as shown by Figs. 3 and 4, repre- 


Pig IRON PRODUGED USING COKE 
FROM UNWASHED (RAW) COAL 


120 1.30 (40 1.50 1.60 1.70 180 


senting distribution of silicon and sulphur 
analyses of the respective pig irons for the 
entire period. The fact that the average 
iron analysis over the entire test period 
was almost the same for all grades of coke, 
reflects creditably on the achievement of 
the blast-furnace operator charged with the 
responsibility of complying with the 
severely prescribed conditions under which 
the test was conducted. 

Lower tuyere losses characterized oper- 
ation with coke from washed coals and, 
further, the use of coke from washed coals 
permitted operation with a degree of 
freedom from irregularity impossible of 
attainment with coke from unwashed coals. 
It is difficult to convey adequately the 
importance of this factor by means of 
tabulations and graphs; nevertheless, the 
blast-furnace operator faced with various 
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production problems, many of which 
suddenly arise owing to unpredictable 
changes in raw materials, will regard 
this phase of the test as of the greatest 
significance. 


Percent 
of Casts 
40 
Pic IRON PRODUCED USING COKE 

FROM WASHED COAL 
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CONCLUSION 


The test was undertaken to determine 
on a practical plant scale the advantages 
accruing to blast-furnace operation by 


PiG IRON PRODUCED USING COKE 
FROM UNWASHED (RAW) GOAL 
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Percent - Sulphur 


Frc. 4.— COMPARATIVE DISTRIBUTION OF SULPHUR IN PIG IRON PRODUCED USING FURNACE COKE 
FROM WASHED AND UNWASHED COALS, CARRIE FURNACES. 


One word of caution appears to be in 
order. The benefits cited for washing the 
specific Pittsburgh seam coals under study 
do not apply to all coals or all conditions. 
While the test results closely agree with the 
blast-furnace operator’s rule of thumb— 
that a decrease of 1.0 per cent in coke ash, 
above a certain minimum, permits an 
increase of 5.0 per cent in furnace produc- 
tion—the figures reported should not be 
applied without qualification to determine 
the desirability of washing metallurgical 
- coals. The type of mining, the uniformity 
and grade of coal mined, the physical 
properties of coke, the degree of uniformity 
as well as amount of sulphur and ash, will 
all have a-bearing on the magnitude of 
benefits to be derived from washing coals 
for furnace coke. 


using coke produced from washed coals as 
compared with coke produced from un- 
washed coals. Since it was expected that 
the magnitude of these benefits would be 
pronounced, any unpredictable omissions 
or minor discrepancies that did result can 
well be disregarded in judging the value 
of washing the coals in question. In retro- 
spect, we can recognize that detailed 
information might have been advan- 
tageously developed on some phases of this 
investigation to make this study a more 
truly technological effort, but we believe 
that these minor departures can have no 
bearing on the conclusions that follow from 
this investigation. 

It is our belief that under the conditions 
outlined, the expected deterioration in 
quality of coking coals from the Pittsburgh 
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seam accelerated by extension of mine 
mechanization axiomatically involves coal 
washing, and that in some cases the poten- 
tial advantages of mine mechanization 
cannot be fully realized without supple- 
menting such practice with coal-washing 
facilities. 
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The Role of Basic Slags in the Elimination of Phosphorus from 
Steel 


. 


By RicHarp L. BARRETI* AND WILLIAM J. McCaucHey,} MremBEr A.I.M.E. 


(New York Meeting, February 1944) 


For sixty years—in fact, ever since the 
inception of the basic steelmaking process 
—basic slags have been the subject of study 
by chemists, metallurgists and petrog- 
raphers, with the purpose of providing a 
better understanding of the reactions be- 
tween the slag and the metal during the 
refining process. The result of this work 
and of the researches of mineralogists and 
physical chemists into the chemistry of 
oxide systems is a considerable body of 
literature dealing not only with slags them- 
selves but with equilibrium relationships 
in systems synthesized from pure compo- 
nents. Since any actual slag is a multicom- 
ponent system more complex than any yet 
worked out in the laboratory, a complete 
solution to the problem is still far away. 

The writers have recently published a 
paper! which they believe sheds light on the 
role of the slag in the elimination of phos- 
phorus and it is the purpose of the present 
paper to discuss the metallurgical applica- 
tions of that work. 

Since the pioneer investigations on the 
constitution of basic slags carried on by 
Stead and Risdale, Carnot and Richards, 
Hilgenstock and others in the 1880’s, a 
considerable body of literature on this 
subject has appeared. Many of the more 


Manuscript received at the office of the 
Institute Aug. 26, 1943. Issued as T.P. 1716 in 
METALS TECHNOLOGY, April 1944. 

* Case School of Applied Science, Cleveland, 
Ohio. 

+ Ohio State University, Columbus, Ohio. 
iReferences are at the end of the paper. 
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important of these papers were summarized 
in the previous paper,! therefore they will 
not be reviewed here. 


PETROGRAPHIC STUDY 


The present writers have had occasion, 
over a period of years, to examine petro- 
graphically a great number of basic steel- 
making slags having a very wide range of 
chemical compositions and made under 
various conditions of operating practice. 
Although certain of these slags exhibit 
some unusual features, it is a remarkable 
fact that the great majority of mature slags 
show certain typical characteristics, which 
persist throughout the wide range of 
chemical compositions. The typical mature 
slag usually appears under the microscope 
to consist of two phases. The phase of 
primary crystallization is light colored and 
doubly refracting. If separated mechani- 
cally and subjected to chemical analysis, 
it is found to consist essentially of SiOz, 
CaO, and P,0;. Sometimes, although not 
usually, two such silicate-phosphate phases 
are found. The other conspicuous phase is 
dark in color and optically isotropic, and 
occurs as the interstitial material between 
the grains of the light colored phase. This 
dark colored interstitial phase when 
analyzed is found to consist essentially of 
FeO, Fe203, MnO, and MgO. In some slags 
high in iron oxide, particularly those from 
low-carbon heats, dicalcium ferrite is found. 
This phase is dark reddish brown in color 
and anisotropic. 
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If a slag of a given composition is com- 
pared with a synthetic preparation made 
from pure CaO, SiOz, and P.O; in which 
these three components exist in the same 
ratio as in the slag, ordinarily we find that 


CaoSiOg 
| 


Cad 


Si Oe 


cristobalite 


believe that the study of the simplified 
three-component system would furnish a 
reliable guide to the complex multicom- 
ponent slag, at least as far as the reactions 
involving phosphorus are concerned. 


\ 
S 


at ae P205 
Ca3P,0g 
Fic. 1.— EQUILIBRIUM DIAGRAM FOR THE SYSTEM CaQ-SiO.-P:O;. TEMPERATURES ARE 
APPROXIMATE. 


the phase of primary crystallization in the 
three-component melt can be identified as 
being the same as the light colored phase 
in the slag. It appears, then, that the 
equilibrium relationships in the mature 
slag follow very closely those in the pure 
system CaQ-SiO.-P:O;, and that the 
presence of FeO, FesO3, MnO, and MgO, 
while it lowers the liquidus temperatures 
and may alter somewhat the form of the 
phase boundaries, does not essentially 
change conditions as far as the calcium 
silicophosphate reactions are concerned. 
This being the case, there is good reason to 


Fig. 1 shows an equilibrium diagram for 
the greater part of the system CaO-SiO.- 
P.O;, taken from the earlier paper.! This 
diagram presents a number of interesting 
aspects in connection with the study of 
basic slags. There are two ternary phases, 
which have compositions intermediate be- 
tween those of dicalcium silicate and tri- 
calcium phosphate. Since in basic slags CaO 
normally is present in sufficient amount to 
approximate or to exceed the orthosilicate 
ratio, this is the part of the diagram of 
principal interest in connection with the 
present problem. The light colored phases 


- 


. 
A 
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found in basic slags of various types are 
dicalcium silicate, nagelschmidtite, silico- 
carnotite, tricalcium phosphate and tetra- 
calcium phosphate. In the more acid 
portion of the equilibrium diagram, it is 
striking that cristobalite has a remarkably 
large field and that there is an extensive 
region of liquid immiscibility. It seems 
unlikely, however, that this part of the 
system applies to the slag problem, since 


“R. A. Schoenlaub’s work on the system 


CaMgSiO.-CaMnSiO.-CaFeSiO, indicates 
that where CaO is insufficient to equal the 
orthosilicate ratio, MgO, MnO, and FeO 
enter into combination with silica. 


Sotip SOLUTION oF CALCIUM SILICATES 
AND PHOSPHATES 


A number of years ago the writers, in 
the course of a petrographic examination 
of some basic open-hearth slags, noticed 
that the principal light colored phase had 
optical properties similar to those of beta 
dicalcium silicate except that the indices 
and birefringence were abnormally low. 
Some time later, A. T. Cape made the 
suggestion that the phosphorus in the slag 
might be carried in solid solution in the 
silicate phase, thus altering the optical 
properties of the latter. This suggestion 
was confirmed by H. C. Lee by a chemical 
analysis of dicalcium silicate from an open- 
hearth slag, which showed it to contain 
phosphorus. Since this phenomenon ap- 
peared to have an important bearing on 
the slag problem, the present writers made 
an investigation of the extent of solid 
solution between calcium silicates and 
phosphates, part of the result of which is 
shown in Fig. 2. This diagram shows the 
probable equilibrium conditions in the two- 


_ component system whose end members are 


dicalcium silicate and tricalcium phosphate. 
The two ternary phases, nagelschmidtite 
and silicocarnotite, whose fields of primary 
crystallization are shown in Fig. 1, have 
compositions that lie on this binary. 


_ Liquidus temperatures shown in this dia- 


gram are approximate, since the tempera- 
tures are too high for accurate determination 
by available methods. In any case, in a slag 
the presence of additional components 
certainly lowers melting temperatures. The 
significant fact about the diagram is the 
great degree to which solid solution prevails 
in all four phases. Throughout three fourths 
of the range of compositions, only single 
phases exist. The extent to which each of 
these phases has variable composition may 
be defined by giving its homogeneity range, 
or the limits of composition within which 
only a single homogeneous crystal phase 
may exist. 

Since slag analyses usually are expressed 
as oxides, the homogeneity range of these 
phases may be conveniently expressed in 
terms of the ratio P.O;/P20; + SiO, calcu- 
lated by weight. As shown in Fig. 2, 
dicalcium silicate may contain up to ro per 
cent P,O;. The homogeneity ranges of the 
four phases, expressed in the form of the 
ratio P2O;/P20; + SiOs, are as follows: 
dicalcium silicate from 0.0 to 0.27, nagel- 
schmidtite from 0.31 to 0.58, silicocarnotite 
approximately from 0.71 to o.80, and tri- 
calcium phosphate approximately from 
0.89 to 1.00. This extensive solid solution 
readily explains why in most mature slags 
only one light colored phase, which is com- 
posed of CaO, SiO. and P.O;, appears. 
This solid solution appears to be of the 
substitution type with PO, groups sub- 
stituting for SiO, groups, and vice versa. 
Solid solution in any of the phases in this 
system other than the four having the 
orthosilicate ratio is very limited in extent. 
It appears then that when there is enough 
CaO present to combine with all of the SiO» 
and P.O; in the orthosilicate ratio these 
two components are almost completely 
interchangeable and the bonding between 
them and CaO is of a similar type regard- 
less of the P.O;/P:0O; + SiO» ratio. This 
fact appears to be of major importance in 
the elimination of phosphorus from steel. 
Another significant feature of the diagram 
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is the sharp decline in liquidus temperatures 
as the ratio P.O;/SiO2 + P.Os increases. 
Where the prevailing practice involves the 
use of slags high in P2Os, as in the Birming- 


lying on any straight line that passes 
through the CaO corner must have the 
same P,O;/P20s5 + SiO: ratio. The homo- 
geneity ranges of the four phases are shown 
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Fic. 2.—PROBABLE EQUILIBRIUM RELATIONSHIPS IN THE SYSTEM CaySiO4Ca3P20s. TEMPERA- 
TURES ARE APPROXIMATE. * 
Extensive solid solution exists in all four solid phases. 


ham, Alabama, district for example, a lower 
temperature is effective in getting the lime 
and the silicate phase completely dissolved 
in the slag, and the lower working tempera- 
ture probably is more favorable to long 
roof life than is the usual northern practice. 

Fig. 3 shows the compositions of a num- 
ber of basic steelmaking slags plotted in 
terms of the three components CaO, SiO» 
and P.Os. In this diagram all compositions 


*Two recent papers?3 present equilibrium 
diagrams for this system, They differ in cer- 
tain respects from our diagram and from one 
another, but the points of difference do not 
materially affect the conclusions of this paper. 
Both of these interpretations, like our own, are 
admittedly diagrammatic and based upon in- 
complete data. There is rather general agree- 
ment among the three diagrams regarding the 
phases present and their solid solubility ranges. 


on the right side of the triangle and are 
represented within the diagram by tri- 
angular sectors. We may expect that the 
nature of the light colored phase to be 
found in each of these slags will depend 
upon which sector it lies within. Micro- 
scopic and X-ray study of the actual slags 
confirms this supposition. 


MINERALOGICAL CONSTITUTION OF SLAG 


The significance of the mineralogical 
constitution of the slag is clarified if the 
changes that take place during the progress 
of a typical open-hearth heat are traced. 
Furnaces in the Ohio Valley district oper- 
ate on pig made from Lake Superior ore, 
the pig having a phosphorus content of 
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around o.2 per cent.* The resultant slag 
when in a mature condition has a P.O;/ 
P20; + SiO: ratio between o.10 and 0.25. 
In the early stages of the heat, however, 


. ey 
a 
oe 


CaO 20 


dicalcium 
silicate 


FeO, MnO, and MgO and relatively low 
in CaO. These meltdown slags fall largely 
within the system monticellite-glauco- 
chroite-calcium fayalite (CaMgSiO,-Ca- 


tri-calcium 
phosphate 


tor G5 PSO, 60 of Po O5 


Fic. 3—PRoportions oF CaO, SiOs, AND P20; IN CERTAIN SLAGS AND THE LIMITING P20;/SiO2 +- 
_ _ P205 RATIOS OF THE IMPORTANT SILICOPHOSPHATE PHASES. 
No. 1. Typical open-hearth slag from the Mahoning Valley district. Light colored phase in 


this slag is dicalcium silicate. 


No. 2. British open-hearth slag. Light colored phase is nagelschmidtite. 
_ No. 3. Open-hearth slag from the Birmingham district, Alabama, of which a photomicrograph 
is shown as Fig. 4. Light colored phases are nagelschmidtite and silicocarnotite. 

No. 4. German basic bessemer slag reported by Schneiderhéhn.* Light colored phases tetra- 


calcium phosphate and silicocarnotite. 


No. 5. Slag from same furnace as No. 4 but with sand added to converter to increase citrate 


solubility of slag. Light colored phase is silicocarnotite. 
No. 6. Experimental electric-furnace slag of very high phosphorus content. Light colored phase 


is largely low-temperature form of tricalcium phosphate. 


the slag has a composition quite different 
from that in the mature condition. This 
early slag is very fluid and is high in SiOz, 


*In many American mills the practice has 
arisen of charging open-hearth slag, particu- 
larly from low-carbon heats, into the blast 
furnace. The result is to increase the phos- 
phorus content of the pig, the amount in 
present practice not usually exceeding 0.6 per 
cent. This is essentially a conservation measure 
and serves not only to recover iron from the 
open-hearth slag but to recover alloying agents 
that otherwise would be lost. Increased adop- 
tion of this practice would lead to the pro- 
duction of open-hearth slags of higher phos- 
phorus content, perhaps approaching the type 
common in Europe. 


MnSiO,-CaFeSiO,). R. A. Schoenlaub has 
studied this system and has found that a 
continuous series of solid solutions exists 
between these end members; that the melt- 
ing temperatures range from 1240° to 
1500°C. and that the solid solution of 
Ca3P.Og in this system varies between a 
maximum of 6 per cent and a minimum of 
I per cent. 

The meltdown slag is sometimes referred 
to as a glaucochroite type, or a monticellite 
type. Since a complete series of solid solu- 
tions exists in this system, the use of one 
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or another of these terms may imply a 
distinction without a difference. The 
significant thing is that the iron and 
manganese oxides are combined with SiOz 
and CaO in the form of calcium fayalite 
(CaFeSiO,) and glauchochroite (CaMn- 
SiO,). In this stage the slag is low in cal- 
cium oxide and is very fluid, and its 
temperature is considerably above the 
liquidus. During this stage the greater part 
of the limestone charged into the furnace 
is still in the solid state either underlying 
the bath on the bottom of the furnace or 
as large lumps of stone floating in the bath. 
The lime combines readily with silica from 
the slag to form dicalcium silicate, which, 
while it slowly goes into solution in the 
slag, at first forms a coating over the lime- 
stone lumps and prevents ready access of 
the slag to the mass of the lime. Many 
limestones, however, have a tendency to 
spall under these conditions, which causes 
continued exposure of fresh surfaces of the 
stone to the action of the slag. Limestones 
that are porous or do not exhibit a spalling 
tendency may become so heavily covered 
by this protective coating of dicalcium 
silicate that the progress of the heat 
is seriously retarded. This is one reason 
why limestones that may be satisfactory 
from the standpoint of chemical analysis 
may be unsuitable for open-hearth use. 
As the lime content of the liquid increases, 
the liquidus temperature is greatly raised, 
and although the temperature of the slag 
may be increasing it loses the high degree 
of superheat that it possessed during the 
meltdown stage. 

The increase in CaO content of the slag 
causes a major change in its mineral con- 
stitution. Dicalcium silicate is formed, a 
considerable part of which may remain in 
the crystalline state for some time. The 
oxides of iron, manganese, and magnesium 
are no longer combined with silica and may 
be thought of as existing in an uncombined 
condition. It is during this stage that the 
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phosphorus content of the bath is most 
rapidly lowered. 


REMOVAL OF PHOSPHORUS 


The removal of phosphorus from the 
bath is the result of an oxidation reduction 
reaction: 


2P + 5FeO sS P.O; + 5Fe [1] 


It is a matter of common observation in 
the open hearth that the progress of 
this reaction is profoundly modified by 
variations in the composition of the slag. 
In all probability, the effect is a complex 
one and involves various factors. In point- 
ing out the importance of slag constitution 
it is not implied that other factors such 
as viscosity may be ignored as negligible. 
The increasing CaO content of the slag 
may be considered to affect the reaction 
between P and FeO in two ways. In the 
first place, by combining preferentially 
with silica, CaO releases FeO, which then 
is free to react with P. In the second place, 
by combining with one of the products 
of the reaction, P20;, CaO serves to pro- 
mote progress of the reaction toward the 
right. It is customary to refer to the product 
of this combination of CaO with P.O; as 
tricalcium phosphate, Ca3P.0s. However, 
it is not necessary to suppose that tri- 
calcium phosphate as such exists in the 
slag as a molecular species. As Fig. 2 shows, 
two ternary compounds, nagelschmidtite 
and silicocarnotite, have compositions 
intermediate between dicalcium silicate 
and tricalcium phosphate. These two com- 
pounds, along with tricalcium phosphate 
itself, may be thought of as analogs of 
dicalcium silicate derived from it by the 
substitution of PO, groups for SiO, groups 
with the omission of one Ca ion for each 
such group substituted. Since dicalcium 
silicate itself can contain up to ro per cent 
P.O; in solid solution, it constitutes a 
stable compound of CaO, SiO. and P.O;. 
As a matter of fact, since dicalcium silicate 
containing P.O; does not invert to the low- 
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temperature form, it may be considered 
to be more stable than the pure compound. 

Thus, insofar as the elimination of phos- 
phorus is concerned, the important func- 
tion of CaO is to promote formation of a 
stable compound containing P.O;, which 
will not be readily reduced in contact with 
metallic iron and is relatively stable in 
such an environment. 

In the later stages of the heat, lime and 


“ iron ore are usually added, the former to 


control the basicity of the slag and the 
latter to increase the oxidation of the bath. 
In American practice it is customary to 
build up the CaO content of the slag to a 
considerable excess over the orthosilicate 
ratio. 

An excess of CaO in the slag over that 
required to combine with the silica and the 
P.O; is probably necessary in the basic 
process. The presence of this additional 
CaO with FeO provides a mechanism for 
the transfer of oxygen from the furnace 
atmosphere through the slag to the bath. 
Iron oxide can be preserved in the higher 
stage of oxidation even at high tempera- 
tures if the iron oxide is combined with the 
CaO to form ferrites, such as dicalcium 
ferrite (2CaO.Fe.O;). This compound is 
found frequently in well matured slags 
formed on low-carbon heats, such as open 
heats or ingot-iron heats. 

The reaction calling for oxygen transfer 
is that taking place at the slag-atmosphere 
interface; i.e., 


2CaO + 2FeO + O— 2Ca0.Fe20; [2] 


The dicalcium ferrite so formed diffuses 
through the slag and at the slag-bath 
interface reaction 3 takes place: 


2CaO.Fe203 + Fe — 2CaO + 3FeO [3] 


Part of the FeO formed at the metal con- 
tact dissolves in the bath and oxidizes the 
metalloids molecularly dissolved in the 
bath as indicated by Eq. 1. 

* Reactions 2 and 3 take place in the slag 
and reaction 1 in the bath. 
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The increasing amounts of iron oxide 
found in the slag during the progress of 
the heat indicate that the reactions of 
oxidation of iron into slag exceeds the 
reduction of iron oxide in the bath by the 
metalloids. 

In certain English and Canadian mills 
where ores higher in phosphorus are used, 
slags ate produced having a P.O;/P.O; 
+ SiO» ratio of around o.4 or 0.5. The 
development of these slags is similar to that 
just described except that when the CaO 
content approaches the orthosilicate ratio 
nagelschmidtite is produced. As previously 
pointed out, this phase may be thought 
of as an analog or substitution product of 
dicalcium silicate. Although it bears a 
striking resemblance to the latter, it can 
be readily distinguished by optical or X-ray 
methods. No. 2 on Fig. 3 represents such 
slag, and the material originally described 
by Nagelschmidt was separated from a slag 
of this type. 

On the continent of Europe ores still 
higher in phosphorus are the rule and open- 
hearth slags having a P.O;/P20; + SiO». 
ratio of around 0.7 may be produced. As 
CaO goes into solution in these slags, silico- 
carnotite is produced. This is true also in 
the Birmingham, Alabama, district, al- 
though there the P:0;/P20; + SiO2 ratio 
may be slightly lower and both nagel- 
schmidtite and silicocarnotite may appear 
in the slag. Fig. 4 shows a photomicrograph 
of a thin section of an Alabama slag that 
shows both phases. The phases are readily 
distinguished by .the pronounced differ- 
ence in birefringence, which causes silico- 
carnotite to appear in the photograph as 
white and nagelschmidite as medium gray. 

Steel has been produced, at least experi- 
mentally, from ferrophosphorus, with a 
slag having a P:0;/P205 + SiOz ratio 
higher than 0.85. The light colored phase 
in this slag was principally the low-tem- 
perature form of tricalcium phosphate, 
which is the equivalent of the natural 
mineral whitlockite. 
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In the basic bessemer, or Thomas process, 
employed very largely in Europe, slags 
having a P20;/P205 + SiO: ratio above 0.8 
are produced as a routine matter. Higher 


“S 
Fic. 4.—THIN SECTION OF REMELTED OPEN- 
HEARTH SLAG FROM BIRMINGHAM DISTRICT, 
ALABAMA (No. 3 IN Fic. 3). ABOUT X 75. 
CROSSED NICOLS. 
Gray grains are nagelschmidtite; 
grains silicocarnotite. Background is 
colored interstitial phase. 


white 
dark 


CaO contents are employed there, causing 
the formation of tetracalcium phosphate. 
Slags so high in phosphorus can profit- 
ably be utilized as fertilizers, conse- 
quently the availability of the phosphorus 
for the use of plants is an important con- 
sideration. Available phosphorus usually 
is defined as the portion that can be dis- 
solved in a 2 per cent citric acid solution. 
Since both whitlockite and tetracalcium 
phosphate have lower citrate solubilities 
than silicocarnotite, it is desirable to reduce 
the P,O;/P205 + SiOz ratio so that silico- 
carnotite is formed. This is done by adding 
sand to the converter. This is a matter of 
producing a salable by-product, however, 
rather than of steelmaking. From the fore- 
going evidence it would appear that steel 
can be produced just as successfully with 
slags having the higher P.O;/P20; + SiO» 
ratios. 

There is, however, another consideration 
that is important where slags are to be sold 
as fertilizer, The common practice of 
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adding fluorspar to reduce the viscosity of 
the slag is disastrous to the utilization of 
phosphorus by plants. The presence of the 
fluorine ion causes the formation of apatite, 
which is a highly stable mineral with a low 
citrate solubility; consequently the use of 
fluorspar must be avoided if the availability 
of the phosphorus for plants is an important 
consideration. 

Thomas, the father of the basic steel- 
making process, is supposed to have re- 
marked that any amount of phosphorus 
would be removed from iron if the slag were 
made basic enough. Although other factors 
may be involved, it appears that the basis 
for this important fact is to be sought in 
the mineral constitution of the slag. The 
required condition is that a stable com- 
pound of CaO, SiO. and P.O; shall be 
produced in the slag, the formation of 
which will promote the continued oxidation 
of phosphorus. This condition is attained 
when the CaO content of the slag ap- 
proaches and exceeds the orthosilicate ratio. 
The particular compound formed depends 
upon the P2:0;/P20; + SiOz ratio, as shown 
in Fig. 3. Dicalcium silicate, nagelschmid- 
tite, silicocarnotite, and tricalcium phos- 
phate all fulfill the required condition. 
Since the substitution of PO, for SiO, is 
confined for practical purposes to com- 
pounds having the orthosilicate ratio, the 
necessary conditions are attained only 
when the slag is sufficiently basic. In Ameri- 
can practice it is usual to employ an 
’ of lime for reasons already dis- 
cussed. In this connection, however, it 
should be noticed that CaO plays a part 
in the elimination of sulphur and in other 
phenomena not considered in this paper. 
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DISCUSSION 
(H. K. Work presiding) 


M. A. Brepic,* New York, N. Y.—The 
authors have presented an interesting review 
of the reaction mechanism by which phosphorus 
is eliminated from steel in basic slags. A some- 
what different equilibrium diagram of the 
system CaO-SiO2-P,0; has recently been 
proposed by the writer. Since, in a sense, this 
new diagram is considerably simpler at the 
_ steel-melting temperatures—although, at lower 
temperatures, the new relationships between 
the solid phases are somewhat more complex— 
it is thought to be of sufficient interest to be 
briefly discussed. 

In the temperature range above 1600°C. 
(2900°F.), covered by the binary diagram, 
Fig. 2, only two solid phases, instead of four, 
are assumed by the writer to occur in equilib- 
rium with the liquid phase (Fig. 5); namely, 
simply the high-temperature phases (alpha) 
of both components, tricalcium phosphate and 
dicalcium silicate. The phase called “nagel- 
schmidtite’”’ by Barrett and McCaughey, and 
previously considered as a ternary compound 
7CaO.2Si2.P2:0;, was shown by the writer® to 
be a solid solution of CazP2O; in a new hexa- 
gona] high-temperature form of Ca,SiO,, which 
had not been known before, but lately was 
confirmed by K. T. Greene.* The structure is 
one common to the high-temperature modifica- 
tions of various compounds of the type 42XOu, 
such as Na2SOxu, K2SO1, CaNaPO., CaK POs, 
and others. 

Since even preparations as high in phosphate 
content as_ silicocarnotite, 5CaO.SiO2.P205 
(more than 70 weight per cent Ca;P.0s), 
possess this simple hexagonal structure when 
quenched from above 1300°C. (2350°F.), 
the area of this new high-temperature form of 
dicalcium silicate (alpha) must, at the high 
temperatures, be extended across the con- 
centration range of even silicocarnotite to an 
area in which alpha tricalcium phosphate is 
second phase. No ternary compounds can 
exist, therefore, in equilibrium with the liquid 


* Vanadium Corporation of America. 

5 M. A. Bredig: (a) Jnl. Amer. Chem. Soc. 
(1941) 63, 2533; (b) Jnl. Phys. Chem. (1942) 
46, 747-764;-(c) Amer. Mineralogist (1943) 28, 
594-601. 

6K, T. Greene: Jnl. of Research, Nat. Bur. 
Stds. R.P. 1570 (Jan. 1944). 


in the system Ca2SiOy-CasP20g. In the diagram 
of the ternary system CaO-SiO»-P.O; (Fig. 1) 
the fields of primary solidification of “nagel- 
schmidtite,” of silicocarnotite and of “(C.S” 
(dicalcium silicate) are to be replaced by one 
single area (alpha C.2S) indicating the field of 
hexagonal, alpha, dicalcium silicate (solid 
solutions). 

Silicocarnotite, as well as orthorhombic 
dicalciumy silicate, actually is a product of 
transformation, in the solid state at lower 
temperatures, of the hexagonal phase. This 
lower temperature range is shown in Fig. 6. 
In accordance with recent data, some trans- 
formation temperatures are chosen somewhat 
different from the writer’s previously published 
schematic diagram,** which, like Figs. 5 and 6, 
was not intended to give more than qualitative, 
or semiquantitative, information. 

In Fig. 6 the existence of a dicalcium silicate 
phase (alpha prime) is indicated, which 
apparently was not recorded by the authors. 
In the range below 21 weight per cent Ca3P20s, 
they have reported one orthorhombic dicalcium 
silicate phase only, probably beta Ca2SiO,, 
besides gamma, the lowest-temperature form. 
The additional phase alpha prime, isotypic 
with orthorhombic beta K»2SOu, and observed 
by the writer as well as by G. Trémel? (phase 
K), appears to be so similar in its optical 
properties to the other, better known, ortho- 
rhombic beta form of dicalcium silicate that it 
can be identified by X-ray diffraction only. 

The alpha prime phase is thought by the 
writer to be also represented by a preparation 
23CaO.K20.12Si02, obtained by W. C. Taylor,’ 
who described its optical properties as very 
closely resembling those of beta dicalcium 
silicate. X-ray data indicate that the mineral 
merwinite, 3CaO.MgO.2SiO», may also simply 
be a solid solution of MgeSiO, in alpha prime 
dicalcium silicate. 

The writer agrees with the authors in that 
the proposed modifications of the equilibrium 
diagrams—though of considerable importance 
—do not materially affect the conception of the 
process of elimination of phosphorus from steel, 
except that they permit one to think very 
simply in terms of essentially one solid phase 
only, in equilibrium with the liquid slag— 
namely, of hexagonal alpha dicalcium silicate 


7™W. C. Taylor: Jnl. of Research, Nat. Bur. 
Stds. (1941) 27, 311-323. 
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in which numerous SiO, ions can be replaced 
by PO, ions. The complications, to the petrog- 
rapher, or X-ray crystallographer, who ob- 
serves three, or four, or even more, different 


C 


deg 


Hexagona/ 
a . 
Aicaleium silicate 


Temperature 


ROLE OF BASIC SLAGS IN ELIMINATION OF PHOSPHORUS 


upon his idea of a structural analogy between 
some of the phases in this system and the high- 
temperature and low-temperature phases of 
K.SOx. This in turn seems to be based upon the 


6 
: A 20 40 60 80 100 
Ca,StO4 Weight, per cent Ca,P205 
Fic. 5: 
1600 
1500 Hexagona/ 
a 
Oo 
=1400 
(3) 
SG 
o 
al 
ss, 
© 
a 
= 
AS 


silicate-phosphate phases, depending on the 
composition of the slag, are solely due to the 
described transformations, in the solid state, 
at comparatively low 
cooling. 


temperatures during 


R. L. BARREtr anp W. J. McCaucnHey 
(authors’ reply).—Bredig’s interpretation of 
the equilibrium relationships in the system 
Ca2SiOw-CasP20s appears to rest primarily 
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evidence of X-ray powder diffraction patterns. 
In our opinion, this interpretation needs 
confirmation. At the same time, we do not 
wish to claim finality for our own interpreta- 
tion, particularly with respect to the form of 
the liquidus. 

One question of fact needs to be cleared up. 
We have not stated that beta Ca.SiOy is 
orthorhombic, as Bredig says. Single crystals 
of this phase (with CasP.0; in solid solution) 
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have been obtained from casts of open-hearth 


_ slags. These’ single crystals are prismatic in 


Se 
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form and have an extinction angle up to 7° 
from the axis of elongation, which would 
indicate that phase to be monoclinic. 

In considering the application of this system 
to open-hearth slags, it must be kept in mind 
that the presence of additional components in 
the slag materially affects the equilibrium 
relationships. The presence of certain compo- 
nents often produces metastable conditions and 
structural compounds are formed that ordi- 
narily are not present. For instance, in high- 
alumina systems containing SiO, and Na.0O, 
beta alumina is formed instead of corundum. 
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Similarly, in the system Li,O.Al:03.SiO., 
gamma alumina crystallizes in octahedrons 
instead of the hexagonal corundum. A chemical 
analysis of the gamma alumina crystallizing 
from melts in system LipO,Al,03.SiO2 contain 
only a small fraction of one per cent of 
Li,0. 

The phase equilibrium as worked out by us 
is in agreement essentially with phases identi- 
fied in the examination of many open-hearth 
slags by X-ray and petrographic methods. 
This evidence leads us to believe that beta 
Ca.SiOy, nagelschmidtite and _ silicocarnotite 
all occur in the equilibrium associated with 
basic open-hearth steel slags. 


The Relative Deoxidizing Power of Boron in Liquid Steel and the 
Elimination of Boron in the Open-hearth Process 


By R. W. Gurry* 


(New York Meeting, February 1944) 


THERMODYNAMIC calculations indicate 
that boron is a better deoxidizer than silicon 
but probably is not quite as effective as 
aluminum. Boron should, therefore, be 
readily oxidized out of the open-hearth 
bath, which implies that it is not recovered 
in significant concentration from any scrap 
charged; also that, if added in the ladle, it 
tends to oxidize out during teeming unless 
protected by the presence of a better 
deoxidizing agent. These conclusions do 
not apply to liquid cast iron, in which the 
oxygen content is much lower than in 
liquid steel. 

The possibility of conserving certain 
strategic alloying elements widely used in 
steelmaking, notably manganese, chro- 
mium and molybdenum, by the use of 
boron, which in small concentration ap- 
pears to be extraordinarily effective in 
promoting hardenability, raises a question 
as to what extent any boron present in the 
scrap charged into the open hearth is 
oxidized out during melting and subsequent 
refining. This question is significant because 
the optimum concentration of boron in the 
finished steel, which is fairly critical, would 
be very difficult to attain if the boron in the 
charge were largely retained in the metal. 
Moreover, unless boron is substantially 
eliminated ‘in the open-hearth process its 
use on a large scale would eventually make 
it impossible to produce boron-free steel 

Manuscript received at the office of the 
Institute July 16, 1943. Issued as T.P. 1641 in 
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except by restricting the charge to virgin 
material. 

There is at present, unfortunately, 
virtually no satisfactory direct evidence to 
provide an answer to this question; but 
there are indications from practice that 
boron is oxidized out in the open hearth in 
the production of medium or low-carbon 
steel, although it may be retained if the 
carbon content remains fairly high; that is, 
if the oxygen is kept fairly low. - 

In the absence of direct data, it is 
necessary to rely upon the indications of 
indirect evidence, the best approach now 
available being a thermodynamic calcu- 
lation of the deoxidizing power of boron in 
liquid steel by the general method used so 
successfully by Chipman! in his study of 
the reactions in the open-hearth process. 


The thermal data for boron, upon which ~ 


such a calculation must be based, are 
reasonably satisfactory; the only quantities 
not directly determined are the entropy of 
melting of boron, the activity coefficient 
of boron in liquid steel, and the activity 
coefficient of BO; in an open-hearth slag; 
but these values may be estimated with 
ample accuracy. 

The results of this calculation, which is 
presented later, are given in Table 1, 
together with corresponding data for other 
deoxidizing elements. This table shows the 
calculated residual content, of oxygen in 
equilibrium with different residual concen- 


trations of the deoxidizer in the metal; 


1 References are at the end of the paper. 


R. W. GURRY 


thus, for a given residual concentration of 
deoxidizer, the lower the residual oxygen 
content, the greater the deoxidizing power 
of the element in question. These data 
show beyond doubt that boron is a fairly 
effective deoxidizer for iron and should 
therefore be almost entirely removed dur- 
ing the open-hearth process; more specifi- 
cally, the deoxidizing power of boron is 
greater than that of silicon, vanadium or 
titanium, and approaches that of zircontum 
or aluminum. This is not surprising when 
it is considered that boron and aluminum 
occupy adjacent positions in the third 
column of the periodic system. It should 
also be noted that the assumptions made 
in the calculations tend in general to yield 
too low a value for the deoxidizing power, 
hence tne conctusions as stated above are 
probably conservative. 
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in the form of a complex alloy containing a 
good deoxidizer such as aluminum or 
calcium, the presence of these elements in 
relatively high concentration usually suf- 
fices to protect the boron, although the 
extent of this protection varies significantly 
with such conditions as the original oxygen 
content, the temperature of .the liquid 
steel, and the composition of the deoxidiz- 
ing alloy, so that the results obtained may 
be somewhat erratic. In any case the 
safest method is, as stated above, to be 
sure that the metal is well deoxidizea 
before the boron is added, whether as ferro- 
boron or as a complex alloy. 

It is also evident from the calculations 
that borax (Rasorite) does not deoxidize 
steel except as it may act as a solvent for 
FeO, MnO and other oxides. If the slag 
contains a relatively large quantity of 


TABLE 1.—Deoxidizing Power of Boron and Other Elements at 1600°C. in Molten Iron in 
Contact with a Slag Composed of the Pure Oxide of the Element 


Residual Oxygen in Iron, Per Cent by Weights 


Deoxidizing Element, 


Per Cent by Weight in Boron Aluminum | Zirconium | Titanium | Vanadium] Silicon 
Tron PEE Ae A Sa es | Be Ss 
f =0.10 | f = 0.02 | f = 0.68 | f = 0.10 f = 0.02 
0.0005 0.0017 0.005 0.0006 0.0007 0.012 (0.4) (0.3) 
0.001 0.00II 0.003 0.0004 0.0005 0.008 0.25 0.19 
0.005 0.0004 0.O00II 0.00012 0.00023 0.004 0.09 0.09 
0.01 0.00023 0.0007 0.00008 0.00016 0.0027 0.05 0.06 
0.05 0.00008 0.00023 | 0.000026 | 0.00007 0.0012 0.019 0.027 
o.1 0.00005 0.00014 | 0.000017 | 0.00005 0.0009 0.012 0.019 
0.5 0.00002 0.00005 | 0.000006 | 0.000023 0.0004 0.004 0.009 
I.0 0.00001 0.00003 | 0.000004 | 0.000016 0.00027 0.0025 0.006 


« The symbol f represents the activity coefficient of the metal dissolved in liquid iron or steel relative to the 
liquid eat at LESoG. The value of f for aluminum is taken from Chipman! and that for silicon from Darken.? 


The relatively high affinity of boron for 
oxygen shown in Table 1 indicates that 
boron, unprotected, tends to oxidize out 
during teeming; hence, if “fading” is 
to be avoided, the boron must be protected 
by the addition of a more powerful de- 
oxidizer, which means that preferably the 
steel should be thoroughly deoxidized 
before the boron is added. If the boron is 
introduced as ferroboron, the steel should 
first be deoxidized with aluminum or some 
other very powerful agent; if boron is added 


borax, FeO or MnO may be so distributed 
between slag and metal that virtually all 
of these oxides go into the slag, to leave the 
metal low in oxygen; but this effect is quite 
different from the deoxidation of iron 
through removal of oxygen by reaction 
with boron to form B.,O;. On the other 
hand, a borate may be reduced to some 
slight extent by well-deoxidized liquid iron 
or steel, so as to introduce into the steel a 
very small, yet possibly significant, con 
centration of boron, the final boron and 
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oxygen. contents being related by the 
equilibrium. equation given in the next 
paragraph, provided that the slag is as- 
sumed to be BOs. It is readily seen that 
conditions are favorable for the introduc- 
tion of a relatively large amount of boron 
when a borate is added to steel containing 
an appreciable residual concentration of 
aluminum or other good deoxidizer, or 
when a borate is added simultaneously 
with an amount of aluminum in excess of 
that necessary to deoxidize the steel. The 
amount of boron actually brought into the 
steel by such a process depends, in part, 
upon the degree to which the equilibrium 
is approached under operating conditions. 


CALCULATIONS 


The deoxidizing power of boron in liquid 
steel is most conveniently expressed in 
terms of the equilibrium constant K for the 
reaction: 


2B + 30 = BOs; 
liquid dissolved liquid 
in Fe 


No direct determination of this constant 
has been made but it may be evaluated 
with fair accuracy by a suitable combi- 
nation of data for other reactions. 

According to Southard,’ the free energy 
change at 1600°C. of the reaction 


2B + 3402 se, B.03 
solid gas liquid 
is 
AF° i600 = — 249000 cal. 


Neither the heat of melting nor the entropy 
of melting of boron (m.p. about 2300°C., 
or 2573° absolute) is known; but, judging 
from data on adjacent elements in the 
periodic table, the entropy change at the 
melting temperature cannot be very far 
from 4.0 entropy units, from. which the 
heat of melting at the melting point is 
10,300 cal. The free energy change per mol 
on melting is, therefore, 
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AF*°.= AH? = TAS® 


10300 — 4.07 
or 
AF°i600 = 2810 cal. per mol - 


Hence, for the reaction 


2B + 3602 = B.Os3: 
liquid gas liquid 
AF*° i600 = — 254600 cal. 


But since 


AF° = —2.3RT log K 
log Kisoo = 20.71 


Marshall and Chipman? give the following 
data: for the reaction 


CO=- O = COz: 
gas %dissolved gas 
in Fe 
log K1e00 = —0.052 


and for the reaction 


CO + 1402 = COz:log Kisoo = 3.363 
gas gas gas 


Whence by subtraction 


402 = O slog Kisoo = 3-415 
gas % dissolved 
in Fe 


Hence, by combination with the data for 
the formation of B.Os, 


2B a 30 = B.Os3: 
liquid 9% dissolved liquid 
in Fe 
log K = 19.47 
or 
@B203 


= 19:5. ‘ 
K1600 3-0 Pe = an( % Our Fe)? 
where ag and ap.o,: are respectively the 
activity of boron and of its oxide. ; 
It is now assumed that the activity of 
B20; is unity; that is, that the slag:is pure 
B.O3. This assumption yields a minimum 
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value for the deoxidizing power of boron, 
since in an open-hearth slag the B,Os; 
would normally be dissolved or combined 
with silica or other oxide, and its activity 
would be less than unity. On the basis of 
this assumption, 


a*p(% O in Fe) = 3.3 X 1072° 


But ag is by definition equal to the product 
fNx, where f is the activity coefficient 


* relative to liquid boron and Nx is the mol 


fraction of boron in liquid steel. The mol 
fraction Vg may be expressed in percentage 
boron by means of the relation Ng = 
0.0516(% B). 

The value of f is not known exactly, but, 
judging from the value of the activity 
coefficient of other metals in liquid iron, 
as given in Table 1, it probably lies 
between o.10 and 0.02. On the basis that 
f = 0.10, dp = 0.00516(% B in Fe). 

Therefore 


(% B in Fe)*(% O in Fe)? = 1.24 X 10715 
or 
vey fe Gee eB 


(% 0 in Fe) = (or in Fe) 


If f = 0.02, dp = 0.00103(% B in Fe) and 
(% B in Fe)*(% O in Fe)* = 3.1 X 107'4 or 


3.1 X 10% 
(% B in Fe)” 


From these two relations it is possible to 
calculate the concentration of oxygen and 
of boron in equilibrium with each other at 
1600°C. in molten iron in contact with a 
boric oxide slag. This has been done with 
results listed in Table 1, from which, in 
spite of the uncertainty in the value of the 
activity coefficient, it is obvious that boron 
is an effective deoxidizer and tends to 
oxidize out of the metal during the open- 
hearth process and, if there is an appreci- 
able increase in the oxygen content of the 
steel as it is being poured, during teeming 


% O in Fe = 


of the ingots as well. This tendency is even 


more marked if the B,O; formed dissolves 
in, or enters into combination with, some 


IolL 


other oxide. The results algo suggest that 
boron added to the ladle or ingot mold may 
not be recovered in significant concen- 
tration unless the oxygen content of the 
steel is relatively low; that is, unless the 
steel has first been fairly well deoxidized. 
This, of course, implies that borax 
(Rasorite) does not react with the oxygen 
in liquid steel; however, at high concen- 
tration of borax in the slag some deoxi- 
dation probably will result from the solvent 
action of borax on FeO. Actually, the calcu- 
lations indicate that, if equilibrium were 
attained with a pure B.O; slag, a com- 
pletely deoxidized liquid steel, even if it 
contained no excess of deoxidizing agent, 
would reduce boric oxide to the extent that 
the boron content of the steel would be of 
the order of 0.oo1 per cent; this final con- 
centration would be larger if an excess of 
the deoxidizer were present, but smaller if 
the quantity of deoxidizer were insufficient 
for complete deoxidation. 


DEOXIDIZING POWER OF SOME OTHER 


ELEMENTS 


By combining the data for the oxidation 
of liquid aluminum! with the data for the 
solution of liquid aluminum in iron,® and 
with that for the solution of oxygen in iron 
(given above), we obtain the following 
relation between the residual oxygen and 
aluminum contents of iron that at 1600°C. 
is in equilibrium with a pure AJ,Os slag: 


BenOE XG 10m” 


%O= "(Ae 


The same sources yield the following 
corresponding expressions at 1600°C. for 
titanium and vanadium, the oxides being 
pure TiOz and pure V2Os, respectively. 


2.67% LOn* 
%O= (CG T)e 
_ 2.52 X 107? 
BO (RN -: 


The data for calculating the deoxidizing 
power of zirconium are incomplete; as with 
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boron, the entropy of fusion and the acti- 
vity coefficient in iron are not available. 
The calculation was made from data on the 
oxidation of zirconium® in the same manner 
as that for boron, using 5.0 as the entropy 
change during fusion of zirconium and 
o.1 as the activity coefficient of zirconium 
in solution in iron, taking liquid zirconium 
as the standard state. The result, given 
below, expressing residual zirconium and 
oxygen contents in iron in contact with 
ZrOsz, is very insensitive to the value chosen 
for the entropy change of fusion, since the 
melting point of zirconium, 1700°C., is close 
to the temperature, 1600°C., taken for the 
calculation. 


OZ <k Om 
(% Zr)” 


Kérber and Oelsen® give the following 
relation between the oxygen and silicon 
contents of iron in equilibrium with pure 
SiOz at 1600°C.: 


oO = 


0.0060 
% O = (0% Siyh 


By means of these relations the concen- 
tration of oxygen in molten iron at 1600°C. 
in equilibrium with any low percentage of 
the deoxidizing element, and with a slag 
composed of the pure oxide, can be calcu- 
lated. This has been done for a series of 
concentrations of the deoxidizing element, 
with results, listed in Table 1, which indicate 
that the deoxidizing power of boron is 
greater than that of silicon, vanadium, or 
titanium and approaches that of aluminum 
or zirconium. 
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BORON IN LIQUID STEEL 


DISCUSSION 
(H. K. Work presiding) . 


A. L. Fertp,* Baltimore, Md—Although 
I have not had an opportunity to give careful 
study to the author’s paper, I am of the opinion 
that some of the values given in Table 1 for 
the deoxidizing power do not agree with the 
indications of practical experience. I refer 
here particularly to the assigned values for 
the deoxidizing power of vanadium and 
titanium as related to that of silicon on the one 
hand and zirconium on the other. As a result 
of numerous observations on the relative 
recoveries of these elements when added in the 
form of ferroalloys, as well as on the relative 


rate of oxidation of these elements froma melt 


by means of an oxidizing slag, I have concluded 
that vanadium is a relatively weak deoxidizing 
element far removed from silicon; and, further- 
more, that titanium does not exceed silicon 
in deoxidizing power as much as was indicated 
in the tabulation. 

Another matter that causes me to question 
the practical utility of the calculated data 
contained in Table 1 is the failure of the author 
to take adequately into account the identity 
of the oxide formed in equilibrium with molten 
iron as a result of the deoxidizing process. 
Experiments which I made a number of years 
ago indicated that the oxide of vanadium 
in equilibrium with dissolved vanadium in 
steel was of the suboxide type containing a 
much smaller percentage of oxygen than is 
represented by the compound V2O3. In addi- 
tion, there are strong indications that the 
oxide in equilibrium with dissolved titanium 
in molten iron is certainly not TiO», but is a 
lower oxide. 


J. C. SourHarp,} Niagara Falls, N. Y.— 
This paper shows convincingly that boron 
should be readily oxidized out of the open- 
hearth bath, and that its addition to steel 
should be preceded by thorough deoxidation. ’ 
However, the remarks concerning the relative 
deoxidizing power of boron, aluminum, ti- 
tanium and zirconium may be questioned. 

There are at least two ways in which equi- 
librium concentrations of oxygen and de- | 


* Technical Director, Rustless Iron and Steel 
Corporation. gj : 


} Titanium Alloy Manufacturing Company. 
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oxidizing elements can be determined. One is 
from the free energy of the supposed deoxidiz- 
ing reaction as calculated from various thermal 
data; the other is by direct analysis of the steel 
in which the equilibrium has been “frozen” by 
sudden cooling of the melt. No general state- 
ment can be made as to which method is better. 

The direct determination of equilibrium con- 
centrations is sometimes very difficult, while 
errors in free energy values are magnified 
greatly by the logarithmic relation between the 
free energy and the equilibrium constant. Mr. 
Gurry appears to have used the direct experi- 
mental determinations of Kérber and Oelsen 
for silicon while for the other deoxidizing ele- 
ments he has chosen to use indirect thermal 
data, in spite of the existence of directly deter- 
mined oxygen values for aluminum and ti- 
tanium. The author is probably justified in this 
choice and we should very much appreciate his 
reasons for doing so. 

In applying thermodynamic data, it is 
necessary first to postulate the correct reaction. 
The correct reaction can be selected by thermo- 
dynamic calculation when data are available. 
The elements aluminum, boron, and zirconium 
probably form only one oxide under steel- 
making conditions and there can be little 
question that correct reactions have been 
postulated. Titanium and vanadium, however, 
are known to form several oxides. Ti2Os, for 
example, has been well established as an inter- 
mediate in the reduction of TiOs. The ex- 
perimental data of Nasu’ on the hydrogen 
reduction of TiOz, combined with the data of 
Chipman (and others) on oxygen in liquid iron, 
indicates that Ti.O; should be the principal 
oxide formed at the low oxygen concentrations 
encountered in killed steel. A comparison of the 
free energy of formation at 1600°C. will show 
that there is little difference between Ti,Os, 
B2O3 and ZrO», the values being approximately 
—83,600, —83,000 and —83,g00 cal., respec- 
tively, on the basis of one gram-atom of 
oxygen. The free energy of Al2Oz on the same 
basis is only slightly higher, being — 86,600 cal., 
while that of V.Oz is much lower. These free 
energy values apply to reactions between pure 
substances, each existing in a separate phase 
at one atmosphere pressure. Actual oxygen 


™Nasu: Sct. Tohoku Imp. Univ. 


(1936) 25, 510. 
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concentrations in liquid iron can be computed 
from these values only when the activity of the 
various substances is known. 

The activity of oxygen in liquid iron has 
been established, of course, by the work of 
Chipman, Vacher and others, but the activity 
of most of the deoxidizing elements has not 
been determined. Mr. Gurry has’ recoguized 
this in regard to boron by giving two estimates 
of the aetivity coefficient. The activity coefti- 
cient selected for silicon gives good agreement 
between the direct measurements of Kérber 
and Oelsen and the indirect thermal data. 

The activity coefficient used for aluminum 
may be questioned. It was calculated from the 
distribution of aluminum between iron and 
silver, assuming that aluminum and silver form 
a perfect solution. Kelley® was unable to calcu- 
late a reasonable heat of fusion for either 
aluminum or silver from the silver-aluminum 
diagram without assuming the existence of a 
silver-aluminum compound in the liquid phase. 
This indicates that the solution is far from 
perfect. 

The activity coefficients for titanium, zir- 
conium and vanadium are pure assumptions. 
Activity coefficients of titanium and aluminum 
could have been calculated from the existing 
thermal data and the directly determined 
values for residual oxygen of Wentrup and 
Hieber. However, their data indicate activity 
coefficients of the order of 0.001. This seems 
unreasonably low and should not be accepted 
unless confirmed by an independent method. 

The values for residual oxygen given in 
Table 1 must therefore be considered as rough 
estimates, because of this high degree of un- 
certainty in activity coefficients. It should be 
emphasized that as far as existing thermo- 
dynamic data can say, boron, titanium and 
zirconium on an atomic basis are almost equally 
effective as deoxidizers. 


N. F. Tispate,* Pittsburgh, Pa——This paper 
corroborates work on the use of boron per- 
formed by our company nearly eight years ago. 
We have developed a spectrographic method to 
determine small quantities of boron; also, there 
have been several chemical methods in use 


Mines Bull. 


8 Kelley: U. S. Bur. 
7, 100. ; 

9 Wentrup and Hieber: Tech. Mitt. Krupp 
(1935) No. 5, 47; No. 10, 115. t 
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long enough so that their accuracy is no longer 
questioned, and they too provide satisfactory 
analyses of small amounts of boron. By check- 
ing the residual boron as a carry-over from the 
open hearth, we have been unable to detect 
any boron in the steel, particularly when the 
carbon content of the heat was under 0.70 per 
cent. We have no data on heats over 0.70 carbon. 

We also checked the fact that boron is car- 
ried over on remelt of cast iron containing boron 
and, while there is a slight loss in the remelting 
operation, there is a definite carry-over in cast- 
iron remelting. 

We concur very heartily in having the steel 
thoroughly deoxidized before the addition of 
boron, otherwise there would be an excessive 
loss of boron due to oxidation. Factual evi- 
dence has been submitted elsewhere that boron 
can be uniformly distributed throughout heats 
of steel up to 250-ton quantities, provided that 
the precautions outlined by the author— 
namely, preceded by proper deoxidation—have 
been carried out. 

I am sure that a number of steel men will be 
grateful to Mr. Gurry for his explanation of 
how borax, Rasorite or boric acid, essentially 
an oxide, perform deoxidation functions. It is 
certainly something to think about before 
rushing into a use of such reactions on a wide 
variety of steel. 


C. A. Zaprre,* Baltimore, Md.—This paper 
is an interesting contribution, but it may suffer 
from certain incorrect inferences. For example, 
should BO; be selected as the agent, and the 
only one, active at 1600°C. in contact with 
liquid iron? The oxide of iron is not regarded 
as Fe.O3 under these conditions, although that, 
too, is the common form at ordinary tempera- 
tures. True, the sesquioxide of boron may 
well be the stable form of boron oxide, even in 
contact with liquid Fe, in contrast to the more 
easily dissociated oxides of iron; but the 
monoxide of boron has not only been definitely 
shown to exist at the temperatures in ques- 
tion, but has been experimented with 
abroad.!! 


* Assistant Technical Director, 
Iron and Steel Corporation. 

10R. S. Mulliken: The Isotope Effect in 
Band Spectra, I. Phys. Rev. (1925) 25) 219-138; 
II—The Spectrum of Boron Monoxide. Ibid., 
259-204. 

1, Zintl, E. Morawietz, and E. Gastinger: 
Boron Monoxide. Zisch. anorg. allg. Chem. 
(1940) 245, 8-11. 
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Consequently, the complete picture of the 
Fe-O-B equilibrium may require modification 
similar to that which we found necessary for 
the Fe-O-Si system in which SiO apparently 
figures as well as SiO>.2-13 In that case, a given 
boron content may result in an oxygen pres- 
sure, or activity, which differs considerably 
from that calculated on the basis of B2Os. 
Part of the dissolved B will be associated with 
dissolved O, expressible as dissolved BO. The 
total boron content will then include both the 
free and the associated forms of B and will 
not be properly accounted for by Gurry’s 
activity coefficients. Similar error would result 
from calculations based on Fe2O3, or MnOsz, and 
is unwarranted until the species operative in 
that range of temperature and oxygen pressure 
is identified. The following reaction may then 
belong in the picture also, even if only until 
it is proved to be unimportant: 


B.0; + B = 3BO 


especially since the monoxide of boron is a 
gaseous form and the recovery of B is known 
to be difficult. 

For liquid steel, of course, the foregoing 
equation can be modified to express the reduc- 
tion of B:O3 by any of several constituents 
in the steel, including iron itself: 


B203 + Fe = FeO + 2BO 


If one assumes, with Gurry, that a slag of 
B.03 is pure B2O3 and may be expressed as 
having an activity of unity, then it must 
follow that: 


K = [FeO][ BO]? 

Ko \ 38 I 19 
B = = = , =—— 

o (5) x (=) 
whereupon the quantity of dissolved BO must 
increase as the FeO content of the metal 
decreases. This is analogous to the conclusion 
we found necessary to draw for SiO in the 
Fe-O-Si system. 

Assuming the slag to be pure B:Os, of course, 
introduces a definite error because it is not: 


pure B.O;3. In calculations such as these 
it has been the custom to make that assumption 


12 C, A. Zapfte and C. E. Sims: Silicon-oxygen 
Equilibria in Liquid Iron. Trans. A.I.M.E. 
(1943) 154, 192. _ 

SIiSSy Zapfie and C. E. Sims: Silicon 
Monoxide. Iron Age (1942) 149, 29-31, 34-30. 
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because contamination with the oxides of other 
metals is known to be slight; but the possibility 
of the slag being contaminated with other 
oxides of its own, such as the monoxide, has 
received scant, consideration except in the case 
of iron oxide. Another fallibility lies in for- 
getting that a change in the activity of an 
equilibrium constituent from o.oor to 0.002 
per cent can be as significant as a change from 
Io to 20 per cent, as far as the effect upon 
another constituent is concerned. 

In regard to Gurry’s remarks on the reduc- 
tion of B from borates by residual Al, attention 
might be called to the interesting experiment 
of Zintl and his colleagues,!! which showed 
that B attacks Al.O; to form gaseous monoxide 
forms of both elements: 


Al.Os + B = 2Al0 + BO 


When ZrOz is used instead of Al.Oz, only BO 
sublimes, leaving a residue of ZrO, which 


x “apparently has a low vapor pressure even at 


f 
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’ concern melts having a “‘ . 


high temperatures. 

Because of the low atomic weight of boron 
(10.82), the latter figures in Table 1 scarcely 
. . low percentage 
of the deoxidizing element... ,”’ which 
Gurry in his closing paragraph rightly mentions 
as a restriction in making these calculations. 
A 1 per cent addition of B is actually a 5 per 
cent (atomic per cent) addition. In the Fe-O-Si 
system, the discrepancy between measured and 
calculated values becomes significant at Si 
contents considerably below 5 atomic per cent. 
In the Fe-O-C system, the measurable solu- 
bility of CO for comparable solutions has been 
established using vacuum-fusion analysis,'4 
which has a questionable efficacy with such 


‘alloys, and in any event certainly provides a 


minimum value. 

Along the same line, Gurry’s opening para- 
graph states that the ‘‘oxygen content” of 
cast iron is much lower than that of steel. We 
will agree that the oxygen pressure, or activity, 
is much lower in iron so diluted with roughly 
20 atomic per cent of elements having a strong 
affinity for oxygen, but the matter of oxygen 
content should be left open. Because of their 
high affinity for oxygen, and for other reasons 

14S. Marshall and J. Chipman: The Carbon- 


Oxygen Equilibrium in Liquid Iron. Trans. 
Amer. Soc. for Metals (1942) 30, 695-741; 
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which will not be discussed here, many of these 
alloying elements may increase the capacity 
of the bath for oxygen beyond a certain mini- 
mum that they first produce during deoxida- 
tion, when the bath does not as yet contain 
enough of their own species to make their 
dissolved oxide stable. 

Such matters, of course, carry Gurry’s 
article beyond its intended purpose. The 
principal-point to be made is that the whole 
present understanding of residual oxygen, and 
the details of the deoxidation process itself, 
seem to require some revision now that we 
are applying physical chemistry to solutions 
that are not only no longer dilute but which 
contain residual elements that are highly 
associative with oxygen. Until at least the 
active species have been identified, and the 
laws of association in liquid steel understood, 
such calculations are exceedingly precarious. 
The argument is not against their being 
approximations, but against their being mis- 
leading through improper depiction of the 
deoxidation reaction. 


R. W. Gurry (author’s reply).—The fore- 
going comments, taken as a whole, seem to 
indicate that there should be some discussion 
of the mechanism of deoxidation and of the 
application of thermodynamics to deoxidation 
in order to clarify our concepts and bring us 
in a position properly to evaluate the indica- 
tions of calculations such as those in the paper. 

Let us consider, for example, the slow addi- 
tion to a steel bath of an element that can 
form two oxides in that particular bath. Under 
equilibrium conditions at first only the higher 
oxide would form; then, when the activity of 
oxygen in the metal was reduced to the 
appropriate value the lower oxide would appear 
in turn. Under operating conditions, however, 
equilibrium does not prevail and both oxides 
are probably produced in the bath at the same 
time. If this is so, an adjustment toward 
equilibrium takes place immediately, either 
the higher or the lower oxide tending to 
disappear with the formation of the other, 
depending upon the amount of deoxidizing 
element originally added. The extent of this 
adjustment is controlled by flotation of the 
oxides but, at any rate, the metal finally must 
come essentially to equilibrium with one oxide 
phase of the deoxidizing element, neglecting 
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for the moment the existence of a slag. When 
this situation is reached, the residual con- 
centrations of the deoxidizing element and of 
oxygen in the metal are determinate, and if 
certain information is available the relation- 
ship between them can be computed. 

As has been amply pointed out in the pre- 
ceding comments, in order to calculate this 
relationship between residual concentrations 
of oxygen and deoxidizing element, it is neces- 
sary to know the composition of the final 
‘ oxide phase that is in equilibrium with the 
metal. If this is a pure oxide of the deoxidizing 
element, we must know which one; if a solution 
of two or more oxides, we must know its com- 
position and must have additional thermal 
information about the solution. 

There seems to be little doubt that the oxide 
of titanium in equilibrium with steel up to 
saturation with oxygen at 1600°C. is Ti2O3 and 
not TiOs, as was inferred in the paper. The use 
of the lower oxide improves the calculated 
deoxidizing power of titanium and would give 
it a position in the vicinity of that shown in 
the paper by E. C. Wright (this volume, 
p. 107). If a lower oxide of boron than B2O; 
is formed under the conditions considered, 
boron would be an even better deoxidizer 
than as shown in Table 1. However, this seems 
unlikely for two reasons: relatively little boron 
is lost in remelting cast iron as is pointed out 
by Mr. Tisdale; also if a lower oxide than B.O3 
were stable, at least at any oxygen pressure 
corresponding to saturation of the steel with 
oxygen, B.O; would react to completion with 
iron producing iron oxide and the lower boron 
oxide, a reaction which, as far as I know, has 
not been observed. 

When two or more deoxidizing elements are 
added simultaneously to a steel bath, they 
compete for the oxygen, of course, the amount 
reacting with each depending upon the relative 
deoxidizing power of the elements, the concen- 
tration of each, the inherent rates of the several 
reactions, and the relative ability of the oxides 
to float out of the metal. When to these factors 
is added the additional uncertainty as to what 
combinations or solutions take place among 
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the oxides formed, it can be very difficult to 
gauge the true relative deoxidizing power of 
one element when several are present. 

If we are satisfied that we know what oxide 
of the deoxidizing element is formed and are 
willing to restrict ourselves to consider the slag 
as being that pure oxide, an exact expression 
relating the final activity of the element and of 
oxygen in the metal can be derived from the 
appropriate data. All that is needed to convert 
this expression to an exact one in terms of 
percentages is a knowledge of the two activity 
coefficients as a function of concentration. 

Thermodynamically, all questions regarding 
species in solution and laws of association in 
liquid steel are answered by a determination of 
the activity coefficient. In the paper the ac- 
tivity coefficients were taken to be those in 
pure iron and it was assumed that they re- 
mained constant; that is, that Henry’s law was 
obeyed, over the concentration range covered. 
To do this seems reasonable when we consider 
that in the case of boron the composition of the 
metal solvent is altered by only about 5 atomic 
per cent in the worst case whereas the possible 
error in the estimated activity coefficient is 
admittedly at least a factor of five. Even for 
elements whose activity coefficients (in pure 
iron) are better known, the assumption that 
these coefficients remain constant is probably 
justified because of the very short range of 
concentration normally considered in the 
deoxidation of steel. 

From a practical standpoint, it is doubtful 
whether a very precisely known activity coeffi- 
cient would be advantageous when we consider 
the following difficulties, which are inherent in 
applying the calculated deoxidizing power of 
an element to actual deoxidation: the uncer- 
tainty of solution or combination of the oxide 
formed with other oxides, the influence of the 
slag present before the addition, and, where 
two or more elements are added simultane- 
ously, the additional factors mentioned in a 
previous paragraph. The deoxidizing ability as 
calculated can serve as a guide, and a valuable 
one, to the operator, but in using it he should 
not forget its limitations. 
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The Manufacture and Properties of Killed Bessemer Steel 


By E. C. Wricut,* Mremser A.I.M.E. 


(New York Meeting, February 1944) 


THE bessemer process is nearly one 
hundred years old. William Kelly, the 
American inventor, was able to demon- 
strate that he had accomplished the pneu- 
matic purification of molten pig iron as 
early as 1847; Henry Bessemer’s English 
patent was granted in 1855. The applica- 
tion of this steelmaking process since then 
and the present position of bessemer steel 
are concisely discussed on pages 355 and 
356 of the fifth edition of ‘The Making, 
Shaping and Treating of Steel.” 

The great expansion of the automotive, 
machine-tool, chemical and oil industries 
after 1910 opened up a large market for 
special steels, whereas the output of steel 
before that time was mainly for structural 
purposes. The need for building more blast- 
furnace capacity complementary to bes- 
semer operations, combined with the 
availability of the necessary amounts of 
steel scrap, both contributed to the exten- 
sion of open-hearth plants at the expense 
of bessemer capacity. The ability of the 
open-hearth furnaces to consume virtually 
all types of raw materials as far as phos- 
phorus content is concerned, and the need 
for selecting low-phosphorus ores of rapidly 
decreasing sources for the bessemer, also 
played a part in the reduction of bessemer 
steelmaking operations and the increase in 
basic open-hearth plants. As a consequence, 
the proportion of bessemer steel made in 
this country decreased from 65.7 per cent 
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of the total in 1900 to 37.1 per cent in 1910, 
and only 6.8 per cent of the total in 1937. 

The metallurgical concepts existent be- 
tween ror1o and 1920 caused the writing of 
many specifications of very low phosphorus 
and sulphur content, which definitely 
barred bessemer steel from many com- 
modities. Now sulphur is being added to 
many open-hearth and bessemer steels in 
amounts far exceeding the maximum sul- 
phur content of good bessemer steel. Re- 
phosphorizing is also widely practiced for 
several specific applications. Even today, 
the chemical-analysis limits of many impor- 
tant steel specifications have an arbitrary 
and archaic tinge. The old standard “‘o.30 
to o.60 per cent manganese” might be 
mentioned in this connection as similar to 
the rigid requirements for maximum sul- 
phur and phosphorus that were established 
at least 25 years ago. 

The literature is full of vague and com- 
plex discussions of the effects of nitrogen 
and oxygen where these elements existed 
in steel in amounts less than 0.02 per cent. 
Many failures have been attributed to 
these elements without reasonable proof 
on which to base the conclusion. Methods 
of determining oxygen in steel require such 
complicated equipment that only a few 
research laboratories have the required 
apparatus. Even so, the accuracy of oxygen 
determinations in steel has been only re- 
cently reproducible. Up to the present time, 
no one has succeeded in obtaining a sample 
of molten steel that accurately indicates 
the full oxygen content of the metal in the 
furnace or ladle because the molten sample 
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takes up oxygen from the air in pouring. 
Past discussions of the oxygen content of 
steel have little quantitative foundation. 


In the case of nitrogen it has lately been ° 


learned that many high-grade electric- 
furnace steels have considerable amounts 
of this element although generally lower 
than the o.ors per cent nitrogen that is 
normal for bessemer steel. It has also 
lately become the vogue to add nitrogen to 
some open-hearth heats (up to 0.02 per 
cent), as these additions have been useful 
in regulating heat-treatment and grain-size 
control. Bessemer steel has been condemned 
frequently, and one may say erroneously, 
because of its higher nitrogen and phos- 
phorus content. 

In this present emergency, the time has 
arrived for a thorough survey of the char- 
acteristics of bessemer steel, especially in 
view of the shortage of high-grade scrap 
and the enormous demand for all kinds of 
steel. The gradual decrease in the manu- 
facture of bessemer steel over the years 
can be traced to economic and technical 
factors. Neglecting the economic phases, 
which vary widely throughout the years, 
it is believed that the properties of the 
bessemer steel made in the United States 
have changed very little during the past 
40 years. There have been no new installa- 
tions of bessemer-steel plants since the 
last war except where bessemer equipment 
was installed in conjunction with duplex 
open-hearth melting. As a consequence, 
most of the bessemer-steel plants in the 
United States are obsolete, with small 
converting vessels and antiquated handling, 
mixing and teeming equipment. The funda- 
mental methods of making bessemer steel 
have changed little, in spite of the great 
amount of work that has been done to 
develop instruments to control the blow- 
ing of the molten iron. During the same 
period very important improvements have 
been made in the construction and in 
operating practices on both basic open- 
- hearth and electric melting furnaces. 
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After the first World War, the greatly 
increased demand for special steels—for 
gears, bearings, and other important 
automotive parts, for instance—caused a 
rapid expansion in the use of special alloy 
steels and a considerable increase in the 
amount of electric-furnace melting capac- 
ity, since it was found that open-hearth 
furnaces were not generally suited for the 
consistent manufacture of certain high- 
quality specialties. A trend to replace 
open-hearth steel with electric-furnace steel 
set in, as previously open-hearth steel dis- 
placed bessemer steel. This trend con- 
tinues, as indicated by the enormous 
expansion in electric-furnace capacity 
during the present emergency. 

About 1925 this situation led to a serious 
consideration of the fundamental physical 
chemical principles involved in the making 
of steel, particularly as related to basic 
open-hearth melting practice. During the 
past 20 years much valuable work has been 
done on such important features as slag 
control, oxidation of the open-hearth bath, 
and particularly the deoxidation of the 
open-hearth steel both in the furnace and 
in the ladle. Very illuminating information 
as to the effect of deoxidizing agents upon 
such vital properties of the steel as the 
hardenability, carburizing characteristics, 
properties at low temperatures, welding 
properties, grain size, was obtained in these 
investigations. 

The most important principle encoun- 
tered in these studies was that a control of 
the oxygen in the steel-melting bath and in 
the finished steel had a profound influence 
upon most of the important properties 
of the finished heat. This work enabled the 
production in basic open-hearth furnaces 
of an increased volume of high-grade 
carbon steels, and also alloy steels that 
could be consistently produced. with 
definite grain-size control, hardenability, 
and so forth. Coincident with this im- 
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provement, the steels also exhibited more 
uniform forging characteristics, better 
yield and improved surface. It is the 
writer’s opinion that much of the open- 
hearth steel made before 1920 was in 
many respects as lacking in uniformity as 
the bessemer steel produced before that 
date. In the National Tube Co. the im- 
provement in quality of the open-hearth 
steel has caused an increased yield of 
product of at least 20 per cent in the past 
15 years. The majority of the high-quality 
steels now made in the open hearth are fully 


_ killed steels treated with definite amounts 


of the proper deoxidizing agents such as 
silicon, aluminum, titanium and vanadium. 

Most of the bessemer steel made in the 
United States has been of the undeoxidized 
or “open” type. These steels are usually 
termed rimmed, capped or semikilled. They 


_ are high in oxygen, freeze in the ingot mold 


with highly segregated center sections, have 
surface blowholes, and are extremely 
erratic in hardenability, grain size and sus- 
ceptibility to strain-aging and low-tem- 
perature brittleness. Such steels generally 
are not suitable for forging, cold-forming 
or heat-treating operations. 

The improvements in open-hearth fur- 
nace melting and control discussed above 
were a vital feature in the improvement of 
making seamless tubes. This difficult 
forging operation requires a billet of uni- 
form density and forging characteristics. 
Satisfactory seamless tubes have never 
been produced with uniform practice from 
open-hearth steels of the rimmed or capped 
ingot type in the National Tube Co. 

The physical chemical principles inves- 
tigated in connection with open-hearth 
steel melting apply equally well to the 


‘processes involved in making bessemer 


steel. The only difference between the two 


~ methods is the rate at which the reactions 


occur. In the bessemer process the hot 
metal is oxidized by the air blown through 
the bath, and thereby removing practically 


_ all the silicon and manganese, and at the 
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time of the drop of the carbon flame above 
the converter, the carbon has reached the 
level of about 0.04 per cent. In the open- 
hearth furnace the oxidation of the carbon, 
silicon and manganese of the bath is accom- 
plished slowly by means of the oxygen 
from scale on the melting scrap, the oxygen 
in the slag, and the iron ore added as 
charge ore or feed ore to the bath. The 
elimination of the silicon, manganese and 
carbon proceeds in a way similar to 
the reaction in the bessemer but at a 
much slower rate. This enables the melter 
to control the rate of elimination of carbon 
and to arrest the carbon drop at any 
desired level. However, in making a heat of 
low-carbon steel in the open-hearth fur- 
nace, where a tap carbon of o.10 per: cent 
may be the aim, the characteristics of 
such a bath with respect to the silicon, 
manganese and oxygen approach a point 
of chemical equilibrium similar to that 
existing in the blown metal at the end of the 
blow in the bessemer converter. The very 
low-carbon open-hearth bath may be 
treated with additions of ferrosilicon or 
spiegel in the furnace to partially deoxidize 
the FeO, and the molten metal may then 
be given further additions of silicon and 
aluminum in the ladle to thoroughly kill 
the heat. The manufacture of a forging- 
grade heat of low-carbon open-hearth 
steel generally follows this procedure. 
Realizing that the physical chemical 
principles underlying the bessemer and 
open-hearth processes must be the same, 
the metallurgist naturally asked why 
bessemer steel could not be thoroughly 
deoxidized and finished in the same way as 
open-hearth steel. Following this line of 
reasoning, heats of blown bessemer metal 
were tapped into teeming ladles and treated 
with ferromanganese, ferrosilicon, alumi- 
num and other deoxidizers much as open- 
hearth heats are treated. The results of 
such practice were in many ways incon- 
sistent and a. thoroughly killed steel of 
uniform characteristics was not produced 
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successfully in this manner. This was 
believed to be because either the blown 
bessemer-converter metal was overoxidized 
or the mixing of the deoxidizing reagents 
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silicon, carbon and manganese as repre- 
senting the general agreement on these 
values at the present time. The curves are 
based on calculations from Chipman’s data. 
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[FeO] = 4.49 [0] 


in the teeming ladle was not sufficiently 
uniform to develop a thorough deoxida- 
tion of the metal. Although theoretically 
2 lb. of aluminum per ton should thor- 
oughly deoxidize blown metal with 0.03 
per cent carbon, additions of as much as 
6 lb. of aluminum per ton would not effec- 
tively kill the heats in the ladle. 

The splendid paper by John Chipman! 
on the physical chemistry of steel at 
1600°C. (2910°F.) has done much to 
clarify this subject. The work of Larsen, 
Herty and others also has contributed 
greatly to an understanding of the equilib- 
rium between oxygen in molten steel and 
such deoxidizing agents as carbon, man- 
ganese, silicon, aluminum, vanadium. Figs. 
t and 2 show the equilibrium proportions of 
oxygen in molten steel at 1600°C. (2910°F.) 
and 1700°C. (3060°F.) with aluminum, 


1 References are at the end of the paper. 


The influence of temperature on these 
equilibria is extremely important. For 
example, carbon is a much more powerful 
deoxidizer than silicon or manganese at 
temperatures above 1600°C. (2910°F.) 
when the carbon content of the bath ex- 
ceeds 0.10 per cent. The temperature of 
bessemer steel in the vessel generally ex- 
ceeds 1600°C. (2910°F.). Recognizing this 
principle, attempts were made to deoxidize 
blown bessemer metal with additions of 
carbon and eliminate the oxygen in the 
bath as carbon gases instead of producing 
solid precipitated oxides such as SiO» and 
Al;O3, which remain to a considerable 
extent as inclusions in the steel bath. _ 

The simplest and most thorough method 
of treating a blown converter bath with 
carbon is to add hot metal, which contains 
approximately 4 per cent carbon, as well 
as some manganese and silicon. The action 
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of such additions to fully blown bessemer 
heats gave a very thorough preliminary 
deoxidation, much like the “blocking” of 
an open-hearth bath by addition of 
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metal blown to 0.04 per cent carbon are 
treated with r4oo lb. of hot metal, added 
in each vessel after blowing, and then 
are poured into a so-ton ladle. If no reac- 
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ferrosilicon or spiegel. To bessemer blows 
were added the proper amounts of hot 
metal as converter additions. The steel 
was then poured into a teeming ladle and 
treated with the required amounts of 
ferromanganese, ferrosilicon and aluminum 
to deoxidize the blocked heat, as in open- 
hearth practice. The bessemer heats so 
treated were found to be thoroughly killed 
and of good forging quality. They could 
be teemed into regular hot-top ingot molds, 
rolled into tube rounds and satisfactory 
seamless tubes with practices equaling 
results obtained on open-hearth steels. 

A specific example of the methods* of 
“killing” or thoroughly deoxidizing a 
bessemer heat is offered by way of illus- 
tration. Two 25-ton blows of bessemer 


* The manufacture and application of the 
bessemer steels described are covered by 
United States Patent 2218458 and pending 
applications. 


tion occurred, the carbon content of this 
mixture would approximate 0.16 per cent. 
The mixing of the blown metal and hot 
metal in the vessel is almost instantaneous 
and the elimination from the metal of 
carbon and oxygen in the form of CO gas 
is extremely rapid. In fact,.a large puff of 
flame over the mouth of the converter 
appears just after addition of the molten 
iron. In 100,000 lb. of blown metal con- 
taining 0.08 per cent oxygen, the amount of 
oxygen is approximately 80 lb.; 2800 lb. of 
hot metal with 4.25 per cent carbon and 
1.5 per cent silicon contains 119 lb. of 
carbon and 42 Ib. of silicon. The 80 lb. of 
oxygen should require 60 lb. of carbon for 
deoxidation. It is assumed that the finished 
steel contains 0.015 per cent oxygen, as 
thoroughly killed heats show this amount in 
several analyses. The oxygen removed is 
thus 65 lb., requiring 48 Ib. of carbon. The 
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in a Killed Bessemer Heat 


Blown Metal,} Molten Pig, | Ferromanga- | Ferrosilicon, | Final Heat, | Addi- 

100,000 Lb. 2800 Lb. nese, 600 Lb. 500 Lb. 103,900 Lb. | tion 

| Effi- 
Constituent Gencet 

Per Per Per Per Per Per 

Cent Wt. | Cent Wt. | Cent Wt Cent Wt Cent Wt. Cent 
ROG como UConn oe 0.0 to) 4.25 7.00 42 0.15 156 | 74.00 
saben ACU UO eLG OOD oreee 43 I.50 48.00} 240 | 0.21 218 | 74.50 
Manganeses-sssec. ser r= 0,05 50 0.60 78.00| 468 0.436] 453 | 83.20 

Oxygen 0.36 per cent FeO.| 0.08 80 0.015 15 
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t19 Ib. of-carbon in the 2800 Ib. of hot 
metal is partly eliminated as CO gas and 
the carbon content of the resultant steel 
increased from approximately 0.04 to 0.12 
per cent, indicating a carbon-oxygen 
equilibrium at 0.12 per cent carbon. This 
increase in carbon content of 0.08 per cent 
in 100,000 lb. of blown metal requires 
80 lb. of carbon. Accordingly the 4o lb. of 
carbon has reacted with 53 Ib. of oxygen. 
This result demonstrates that most of the 
oxygen in the blown metal is eliminated as 
CO. After this reaction, the steel may be 
treated in the usual manner with the proper 
additions of ferrosilicon, 1 to 3 lb. of 
aluminum per ton of steel, and sufficient 
ferromanganese for the final manganese 
content desired in the steel. The efficiency 
of the manganese and silicon additions to 
the ladle is as high as in open-hearth heats 
tapped at the o.12 per cent carbon level. 
Table 1 shows the chemical balance be- 
tween the additions in the example given. 

A further indication of the effectiveness 
of the carbon deoxidation is found in 
inclusion ratings of thoroughly killed 
bessemer heats. The standard method of 
rating inclusions by means of microscopic 
examination of nine sample cuts taken 
from the top, middle and bottom of the 
first, middle and last ingot of several thor- 
oughly killed bessemer heats reveals a 
cleanliness superior to that of open-hearth 
heats of the same carbon content, treated 
with the same deoxidizing reagents. 

The carbon content of the steel may be 
raised to any level desired by increasing 


the amount of hot metal used; satisfactory 
heats with carbon as high as 0.45 per cent 
and over 1 per cent manganese have been 
made. The addition of hot metal to open- 
hearth heats, instead of ferrosilicon or 
spiegel in the furnace, has also been suc- 
cessful. The higher temperature of the 
bessemer steel as compared with the usual 
temperature for open-hearth steel appar- 
ently makes the molten iron more effective 
as a deoxidizer in the bessemer heats. 


PROPERTIES 


It was soon found that the thoroughly 
deoxidized bessemer heats melted with 
this practice were fundamentally different 
from undeoxidized bessemer steel. Up to 
the present time over 300,000 tons (between 
6,000 and 10,000 heats) of thoroughly 
deoxidized bessemer steel have been made 
with this procedure and converted into 
almost every size of seamless pipe. During 
the past five years the large tonnage of 
killed bessemer steel so made has been 
investigated to determine its properties 
in comparison with the old standard 
rimmed or capped bessemer steel, as well 
as with killed open-hearth steel. Many data 
concerning most of the important physical 
properties of steel have been obtained. 
The results of these tests are presented in 
order that the reader may compare and 
realize the fundamental difference exhibited 
by the thoroughly deoxidized bessemer 
steel in contrast with the erratic properties 
of bessemer steel formerly produced with- 
out this type of deoxidation. 
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The majority of bessemer steels made 
with this new practice for applications in 
seamless pipe have been produced to 
analyses aiming at 0.12 to 0.20 per cent 
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The striking features of these tests are 
the high yield strength and tensile strength 
for the low carbon content and the high 
ratio of yield strength to tensile strength. 


Basic Open HEARTH STEEL 
35,000 Minimum Tensite 


Basic Oren Heartu STEEL 


70,000 Minimum Tensice 


Evastic Curve 


30 35 40 
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Fic. 3.— RESISTANCE TO EXTERNAL PRESSURE OF PIPE FOR SEVERAL GRADES OF STEEL, 


carbon, 0.30 to 0.60 per cent manganese, 
0.07 to 0.11 per cent phosphorus, 0.05 per 
cent maximum sulphur, and 0.15 to 0.30 
per cent silicon. Tensile tests have been 
taken on every heat produced to this 
analysis. The average and minimum tensile 
properties for some 1800 tensile tests are 
as follows: 


Aver- | Mini- 
age mum 

Yield strength, 0.01 percent set, 

Wee ETS S Liles laser asoeepeetos a4 53,020] 43,400 
Yield strength, 0.2 per cent set, 

Widen DEM SCI seri rote eis, sieaoree 55,000] 45,000 
Tensile strerigth, Ib. per sq. in. .| 75,000) 66,000 
Elongation in 2 in., per cent... 35 25 


In addition, determination of elastic 
limit by the plotting of stress-strain dia- 
grams has shown that steel of this com- 
position has a uniformly high elastic limit, 
generally exceeding 95 per cent of the o.2 
per cent set yield strength. The ratio of the 
yield strength to the tensile strength has 
consistently been above 70 per cent. These 
two features of high elastic limit and high 
ratio of yield strength to tensile strength 
make these steels distinctly superior to 
open-hearth steel of the same tensile 
strength, as the latter generally exhibits a 
ratio of yield strength to tensile strength 
of about 62 per cent and a ratio of elastic 
limit to yield strength that may vary from 
60 to go per cent. This is of particular ad- 
vantage in pipe used for structural pur- 
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poses, such as tubular piling, drive pipe, 
and products subject to high pressures, 
such as line pipe. The greater stiffness re- 
sulting from the higher yield-strength ratio 
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siderably superior to the standard open- 
hearth steel casing of 70,000 Ib. per sq. in. 
tensile strength, known as H-4o grade. 
Fig. 3 shows the collapse resistance of 
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has made this type of pipe extremely satis- 
factory for drive pipe, which is pounded 
into the ground much like piling, since it 
exhibits much less crushing and deforma- 
tion in driving the sections, permitting the 
use of harder blows and faster driving. 
Extensive investigations of the collapse 
resistance of pipe indicate clearly that the 
elastic limit or proportional limit of the 
pipe steel is of prime importance in ob- 
taining higher collapse resistance to exter- 
nal pressure. It is believed that the small 
content of phosphorus in this deoxidized 
bessemer steel is the main.factor contribut- 
ing to the high elastic ratios and high 
proportional limits. Collapse tests made on 
many sizes of pipe show that the collapse 
resistance of the low-carbon bessemer-steel 
casing is equivalent to the collapse resist- 
ance of open-hearth alloy-steel casing, 
designated as A.P.I. grade J-55, and con- 


various sizes of casing for the H-40 and 
J-55 A.P.I. open-hearth grades compared 
with that of the killed bessemer-steel 
grade. The A.P.I. J-55 seamless grade is 
made from open-hearth steel with minimum 
yield strength of 55,000 lb. per sq. in. and 
minimum tensile strength of 95,000 lb. per 
sq. in. The ordinary analysis of this open- 
hearth steel for J-55 casing is of the order 
of 0.35 to 0.45 per cent carbon, 1.00 to 
1.30 per cent manganese. 

The fatigue properties of the killed 
bessemer steel are somewhat unusual in 
that the tests show a high endurance limit _ 
considerably above 50 per cent of the ten- 
sile strength of the material. Similar 
fatigue tests on open-hearth steels in the 
normalized state usually show endurance 
limits ranging from 45 to so per cent of the 
tensile strength. Fig. 4 shows fatigue 
tests on two types of open-hearth steel for 
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comparison with the endurance limit of the 
deoxidized bessemer steel. The superiority 
of the killed bessemer steel in this respect 


is quite evident. 


IS 


with a carbon content of 0.12 to 0.40 per 
cent, show that ductility and toughness of 
this material are equal to open-hearth 
steel of similar hardness and_ tensile 
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As stated previously, the bessemer steel 
described contains approximately 0.015 
per cent nitrogen and from 0.06 to o.11 
per cent phosphorus. The sulphur is 
generally as low as in open-hearth steel, 
ranging from 0.020 to 0.050 per cent. 
Although many statements in the litera- 


ture infer that both phosphorus and 


nitrogen tend to cause brittleness and 
lack of ductility in steel, thousands of tests 


on the thoroughly killed bessemer steel, 
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strength in spite of the presence of appre- 
ciable amounts of nitrogen and phosphorus. 

The ductility of the killed bessemer steel 
as measured by percentage of elongation 
and reduction of area in tensile tests is 
normal in every respect. As shown in the 
average physical properties reported, the 
elongation in 2 in. is 35 per cent for an 
average tensile strength of 75,000 lb. per 
sq. in. The elongation on basic open-hearth 
steels of this tensile strength is in no way 
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superior. The reduction of area as deter- 
mined on round tensile tests is well over 
60 per cent for the thoroughly killed acid 
bessemer steel. Ductility determinations 
based on flattening tests on pipe and on 
bending tests also demonstrate that killed 
bessemer steel is in every way equal to 
basic open-hearth steel of the same hard- 
ness. In the early stages of the manufac- 
ture of the bessemer seamless pipe, every 
piece of material was subjected to flatten- 
ing tests, as it was suspected that brittle 
specimens might be encountered. Several 
hundred thousand such flattening tests 
were made without revealing brittle 
failures and, moreover, the pipe made from 
the killed bessemer steel flattened to the 
same degree as open-hearth steel of equiva- 
lent hardness. 

The toughness of the killed bessemer 
steel has been thoroughly explored by im- 
pact tests at both room temperature and 
minus 25°F. on every tenth heat pro- 
duced. Up to the present time more than 
5000 Charpy impact tests have been so 
made. The majority of these tests have 
been cut from pipe sections with a pipe- 
wall thickness less than the 0.394-in. width 
of the Charpy test piece. In many cases 
so-called half-size or two-thirds size Charpy 
impact tests have been necessary. The 
depth through the notch of the impact test 


was the same as that for the standard. 


Charpy impact specimen. Fig. 5A shows 
the results of Charpy impact tests in 
both the hot-rolled state and normalized 
state of heats tested at 75°F., and Fig. 5B 
shows the results at minus 25°F. Tests at 
32°F. and o°F. fall between the limits 
exhibited by the two temperatures in the 
figures. The results are plotted as fre- 
quency distributions of several thousand 
tests at each temperature. 

It should be emphasized that the ma- 
jority of the Charpy impact tests were 
made on Charpy specimens two thirds 
the ordinary width and the impact value 
would be approximately 30 per cent 
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higher if made on full-width Charpy test 
pieces. The frequency distribution is 
similar to results obtained with fine- 
grained open-hearth steels of approxi- 
mately 75,000 lb. per sq. in. tensile strength. 
These results clearly show that the fully 
killed bessemer steel is tough at tempera- 
tures at least as low as minus 25°F. A few 
tests made at minus 50°F. have also 
exhibited similar properties. 

The excellent ductility and impact tough- 
ness exhibited by this bessemer steel, with 
carbon content between 0.12 and 0.40 per 
cent, show very definitely that phosphorus 
and nitrogen, even when present in con- 
siderable amounts, do not have a detri- 
mental effect on these properties. It is 
concluded that the form in which the 
oxygen exists in the steel is probably the 
predominating factor in controlling tough- 
ness at subzero temperatures. It is well 
known that open-hearth steels in the semi- 
killed or coarse-grained state show very 
poor impact properties below 32°F. The 
material used at temperatures between 
minus 25° and minus 50°F., whether open- 
hearth or bessemer, must be fine-grained 
material, thoroughly treated with alumi- 
num additions greater than 11¢ lb. per 
ton of ingots. 

Studies of the welding qualities of steels 
during recent years have emphasized that 
elements that impart high hardenability 
to the steel, such as carbon, manganese, 
chromium, and molybdenum, make weld- 
ing more difficult as the percentage of 
these elements is increased in the steel. 
It has been found that standard harden- 
ability tests similar to the Jominy end- 
quench test form an important index of the 
ease with which steel may be welded and 
also the degree of preheating necessary for 
safe welding procedure. An open-hearth 
steel of 75,000 Ib. per sq. in. tensile strength 
must contain at least 0.30 per cent carbon 
and 1 per cent manganese. At the present 
time this represents about the optimum 
content of these two constituents that 
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_ may be safely welded without resorting to 
costly preheating and postheating opera- 
tions. Even so, the Jominy hardenability 
of such an open-hearth steel is fairly high, 
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described herein contains less than 0.2 5 per 
cent carbon and less than 0.60 per cent 
manganese. The hardenability of the 
material adjacent to the weld is con- 
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as the hardness adjacent to welds in open- 
hearth steel of 75,000 lb. per sq. in. tensile 
strength is apt to approach 45 Rockwell C. 
This may be readily determined by means 
- of spot bead tests wherein the steel to be 
welded receives a spot deposit from the 
_ welding rod and is then sectioned and 
_ etched for hardness determinations. Such 
_ tests made on open-hearth steel of 75,000 
lb. per sq. in. tensile strength have shown 
_ Rockwell hardness up to 45 on the C scale, 
_ whereas similar tests on the bessemer steel 
of 75,000 lb. per sq. in. tensile strength 
seldom develop Rockwell hardness exceed- 
_ ing 27 on the C scale. The bessemer steel of 
75,000 Ib. per sq. in. tensile strength 


siderably less than with open-hearth steels 
of the same tensile strength. 

This has been further verified through 
standard Jominy end-quench hardenability 
tests, and the comparison between the 
open-hearth and killed bessemer steel is 
shown in Fig. 6. The open-hearth steel 
shown has a lower tensile strength than the 
bessemer steel, and, even though it repre- 
sents fine-grained quality, its hardenability 
is much greater than that of the killed 
bessemer steel. These results lead to the 
conclusion that for high-strength structures 
involving welding, the killed bessemer steel 
is superior to the grades of open-hearth 
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steels of similar tensile strength that are 
now available to the trade. 

The properties of the killed bessemer 
steel at elevated temperatures have been 
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bessemer grades are strongly susceptible 
to increased strength and loss of ductility 
in the so-called blue-heat range between 
400° and 600°F. In order to determine how 
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investigated at the United States Steel 
Corporation Research Laboratory by means 
of short-time tensile tests at elevated tem- 
peratures as well as long-time creep tests 
at 850° and 1000°F. In general, short-time 
high-temperature tests of killed bessemer 
steel and killed open-hearth steel, both in 
the fine-grained state, are similar with 
respect to tensile strength, yield strength, 
elongation, and reduction of area. The re- 
sults of tests made on both types of steel 
are shown in Fig. 7. 

It has long been known that unde- 
oxidized steels of both open-hearth and 


the thoroughly killed bessemer steel re- 
acted in this temperature region in com- 
parison with other steels, short-time high- 
temperature tensile tests have been made 
on the following types of steels: 


Undeoxidized capped bessemer steel 

Undeoxidized capped open-hearth steel 

Silicon-killed coarse-grained open-hearth steel 

Silicon-aluminum-killed fine-grained open- 
hearth steel 

Silicon-aluminum-killed fine-grained besse- 
mer steel 


Fig. 8 exhibits the results of these tests 
and shows that all the undeoxidized steels 
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are very susceptible to blue-heat brittleness 
in this temperature range, whereas both 
the fine-grained open-hearth and bessemer 
steels are practically free from this char- 
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of the fine-grained open-hearth steel 
approximated 6400 Ib. per sq. in. at 80°F, 
compared with 10,200 Ib. per sq. in. for 
the killed bessemer steel with correspond- 
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acteristic. It is therefore concluded that the 
fine-grained thoroughly killed bessemer 
steel, when made according to the prac- 
tices given, is apt to be less susceptible to 
strain-hardening and effects of blue-heat 
brittleness than ‘many steels used in the 
past. 

Long-time creep tests were conducted at 
850° and r1o000°F. on fine-grained open- 
hearth steel and fine-grained  silicon- 
aluminum-killed bessemer steel. Results of 
these tests show a definite superiority for 
the bessemer steel (Fig. 9). The creep limit 


ing values at 1000°F. of 1500 lb. per sq. in 
for the fine-grained open-hearth as against 
3300 lb. per sq. in. for the bessemer steel. 
It is believed that the superior creep 
resistance of the killed bessemer steel is 
largely due to its phosphorus content, as 
has been noted by numerous previous 
investigators, particularly Gillett,’ Cross* 
and their co-workers. It is well known that 
molybdenum increases the creep resistance 
of steels, and in order to determine whether 
phosphorus would supplement the effect of 
molybdenum, creep tests were made on 
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- steels containing o.so per cent molybdenum 
and o.10 per cent phosphorus. Here again 
the influence of phosphorus was verified; 
a low-phosphorus steel (0.02 per cent) con- 
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It has long been considered that ordinary 
bessemer steels, which in the past have 
been of the undeoxidized type, are ex- 
tremely susceptible to work-hardening and 
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taining 0.50 per cent molybdenum exhibits 
a creep limit of 9,000 to 10,000 |b. per 
sq. in. at t000°F. whereas a steel contain- 
ing 0.10 per cent phosphorus and o.s5o0 
per cent molybdenum showed a creep limit 
at 1000°F. of 13,000 lb. per sq. in. These 
results should indicate that bessemer steels 
treated with molybdenum would be con- 
siderably superior in high-temperature 
strength to molybdenum-bearing open- 
hearth steels used in the past, or open- 
hearth heats could be rephosphorized to 
level of 0.10 per cent in order to increase the 
high-temperature strength. 


very sensitive to strain-aging. These 
properties can be readily determined by 
means of the strain-sensitivity test devel- 
oped by Work‘ of Jones and Laughlin 
Steel Corporation. This test consists in the 
drawing of a bar, previously forged, nor- 
malized, and machined with a tapered 
outside diameter, through a die in order to 
obtain a reduction in area along the bar 
length varying from o to 10 per cent. The 
bars after cold-drawing are tested in the 
as-strained state, while other bars are 
heated to temperatures in the region of 
4oo° to 550°F. in order to develop a 
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strain-aged condition. The characteristics 
of the fine-grained killed bessemer steel 
were compared with those of several other 
types of carbon steel by means of this 
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viously. For both the open-hearth and 
bessemer steels, only the fine-grained 
fully deoxidized steels are free from strain- 
aging and blue-heat brittleness, and tough 
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strain-sensitivity test. The results are 
shown in Fig. ro for six different steels. 
The undeoxidized and partially deoxidized 
coarse-grained steels show a high strain 
sensitivity, while the fine-grained silicon- 
aluminum-killed open-hearth and bessemer 
steels are quite resistant to strain-aging 
effects. 

These results coordinate closely with 
the high-temperature tensile tests and 
low-temperature impact tests given pre- 


at low temperatures. Obviously the con- 
dition in which the oxygen exists in the 
steel has an important influence on these 
three characteristics. Apparently the alu- 
minum treatment in the ladle precipitates 
or fixes the oxygen and possibly the 
nitrogen in the steel, thereby depressing 
their effect. 

During the past few years T. Swinden® 
and his associates in England, in numerous 
papers, have reported data on both coarse- 
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grained (semikilled or rimmed) and fine- 
grained (fully killed) bessemer steels, which 
fully corroborate the data presented in this 
paper regarding the freedom of fine-grained, 
fully killed bessemer steel from blue-heat 
brittleness, susceptibility to strain-aging, 
and low impact properties. Swinden’s paper 
also points out the negligible effect of 
nitrogen, when under 0.018 per cent, on 
strain-aging embrittlement when the bes- 
semer steel is in the fine-grained, fully 
deoxidized_ condition. 

Previous reference has been made to the 
cleanliness and Jominy hardenability char- 
acteristics of the low-carbon killed bessemer 
steel. A survey of the carburizing properties 
of this material and investigation of speci- 
mens quenched after carburizing indicate 
that it compares very favorably in this 
respect with standard open-hearth car- 
burizing steels of the 1020-X type, which 
normally contains 0.15 to 0.25 per cent 
carbon and 0.70 to 1.00 per cent man- 
ganese. McQuaid-Ehn tests on the fine- 
grained open-hearth steel compared with 
killed bessemer steel show that the latter is 
somewhat finer in grain size and possesses 
the same degree of normality as the cor- 
responding open-hearth steel. A survey of 
quenched carburized specimens by Rock- 
well hardness tests and hydrochloric etch 
for detection of soft spots showed that the 
carburized bessemer steel was in general 
less affected by soft spots than the fine- 
grained 1020-X open-hearth steel after 
carburizing. In addition, the core strength 
of the bessemer steel is greater than that of 
the open-hearth steel. It is believed there- 
fore that the low-carbon killed bessemer 
steels, because of their greater cleanliness 
and at least equally desirable carburizing 
characteristics, may have useful applica- 
tions in this field. 

Results of the investigations of the killed 
bessemer steel described are based on at 
least five years of testing on thousands of 
heats of steel. Except for the creep tests and 
the hardenability and carburizing studies, 
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the properties reported represent results 
on a large number of heats. There can be 
little doubt as to the uniformity of this 
type of bessemer steel compared with 
standard open-hearth grades. 

A summary of the important conclusions 
drawn from the work is given below: 

1. The yield strength and fatigue prop- 
erties of killed bessemer steel are superior 
to those of open-hearth steel of the same 
tensile strength. 

2. The ductility and toughness of the 
killed bessemer steel both at room and sub- 
zero temperature are equal to the ductility 
and toughness of open-hearth steel of the 
same tensile strength provided both steels 
are thoroughly killed with the same deoxi- 
dation practice. 

3. The ease of welding and metallurgical 
effects adjacent to welds of the killed 
bessemer steel are better than for open- 
hearth steel of the same tensile strength. 

4. The cleanliness and carburizing qual- 
ities of killed bessemer steel are equal to 
those of corresponding open-hearth grades. 

5. The susceptibility to strain or strain- 
aging and the amount of blue-heat brittle- 
ness developed by killed bessemer steel is 
similar and approximately equal to the 
strain-aging or blue-heat brittleness of 
killed open-hearth steel of the same tensile 
strength, finished with the same deoxida- © 
tion practice. 

6. The creep strength of the fine-grained 
killed bessemer steel is higher than the 
creep strength of fine-grained open-hearth 
steel finished with the same deoxidation 
practice. ; 

The development of the killed bessemer 
steel represents intensive work during the 
past five years among most of the metallur- 
gists and steel-plant superintendents of the 
National Tube Co. Mr. P. F. Mumma, 
superintendent of steel plant at McKees- 
port, and Mr. W. B. Kennedy, chief 
metallurgist of the same plant; Messrs. 
J. E. Gould and J. D. Tyson, metallurgists 
at the Lorain plant of the National Tube 
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Co., and Mr. H. W. Hudson, assistant 
general superintendent of the National 
Tube Co. plant at Ellwood City, have 
all contributed greatly to the study of the 
properties of this type of steel as it has 
passed through operations under their 
supervision. The help and cooperation of 
these men greatly facilitated this develop- 
ment. 
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DISCUSSION 


(W. O. Philbrook presiding) 


C. E. Suts,* Columbus, Ohio.—Discussions 
of bessemer steel usually start on the defensive, 
which is an inevitable result of the long-held 
popular conception that it is different in kind 
from steels made by other processes. Because 
it is made by a supposedly crude process, the 
inference is made that bessemer steel is some- 
how inferior. Yet, as the author points out, the 
physical chemical principles by which bessemer 
and open-hearth steels are made are the same. 

It appears that the high light of this excellent 
paper is the evidence that any differences that 
were found in the comparison of bessemer and 
open-hearth steels can be adequately explained 
by known differences in chemical composition, 
notably of phosphorus and nitrogen. Bessemer 
steel has been suspected and accused of being 
inordinately high in oxygen content. In the 
light of our present knowledge of the physical 
chemistry of steelmaking, the deoxidation prac- 
tice used on these steels should leave them with 
oxygen contents no higher than would be found 
in open-hearth steels of similar composition— 
composition including the deoxidizer. The data 
on inclusion count corroborates this expectation. 

It would be appreciated if Mr. Wright would 
extend hig discussion to include any observa- 
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tions as to inherent differences in the two 
groups of steels that could not be attributed to 
composition. That is the salient question at 
issue. 


R. B. Sosman,* Kearny, N. J.—Mr. Sims’ 
statement that the properties of a steel may 
be expected to depend only upon its composi- 
tion should not go unchallenged, even though 
we interpret it broadly to mean that two steels 
should be identical in properties if they have 
the same composition and have been subjected 
to the same thermal history since solidification. 
The distribution of the minor constituents, 
especially the portion that is insoluble in the 
liquid metal, is known to influence the struc- 
ture and hence the properties. In the bessemer 
vessel, oxygen is entering the metal direct from 
air by way of a very large and rapidly changing 
surface; in the open-hearth furnace oxygen is 
entering the metal from a liquid slag by way of 
a small and more stable surface. In the besse- 
mer, liquid drops are in contact with a sur- 
rounding continuous gas phase; in the open 
hearth, gas bubbles are in contact with a 
surrounding continuous liquid phase. In the 
bessemer, concentrated nitrogen is reacting 
directly with liquid metal; in the open hearth, 
the metal is shut off from nitrogen except while 
the scrap is melting down, and even then is in 
contact with nitrogen greatly diluted with 
hydrocarbons, CO and CO:. It would be sur- 
prising if the distribution of undissolved oxides 
and nitrides were to be found the same in steel 
made by the two processes, even though the 
percentages happened to be identical. 


E. C. Smiru,t Cleveland, Ohio.—The com- 
mon oil-country seamless material of England 
and Europe is bessemer steel, such as the Corby 
plant of Stewart and Lloyds makes in basic- 
lined vessels. It would be of interest to know 
what difference, if any, exists in the products 
of Europe and America, inasmuch as both are 
bessemer steels. The European steels are usu- 
ally recarburized with pig iron when higher 
carbon products are involved. 

H. B. Ewmericx,{ Pittsburgh, Pa—The 
author and his associates merit high com- 
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mendation for the manner in which they have 
adapted liquid-iron recarburization of blown 
metal to the successful production of deoxi- 
dized bessemer steel for seamless piercing oper- 
ations. The limited amount of experimental 
work carried on at Jones and Laughlin’s 
Aliquippa works, using slight modifications of 
the procedure described, has largely confirmed 
the experience of the author with reference 
to the workability and physical properties of 
properly made bessemer seamless pipe. 

In discussing the chemical specifications 
evolved forthe grade employed in the manu- 
facture of seamless pipe, the author refers to 
a carbon content of 0.12 to 0.20 per cent. No 
statement is made concerning the possibility 
of working to lower carbon limits, so as to 
permit use of the improved deoxidized bessemer 
steel for the more critical lapweld and buttweld 
pipe applications. The last five years have seen 
highly important technological advances in the 
development of instrumental methods for 
controlling the end point and, consequently, 
the degree of oxidation of bessemer blown 
metal. These developments have contributed 
so significantly to improved uniformity of 
blown-metal oxidation that it is now possible 
to achieve a reasonably consistent and uniform 
deoxidation of the metal in the ladle. Many 
thousands of tons of' low-carbon hot-topped 
bessemer steel, deoxidized in the ladle with 
aluminum, have been used successfully for a 
wide variety of structural bar, pipe and shape 
applications of a specialized nature. Such a 
steel possesses freedom from laminations, good 
impact resistance at low temperature, and a 
low degree of sensitivity to cold-work. 

Rather extensive investigation into the 
physical properties of aluminum-killed besse- 
mer steels in the lower carbon ranges has led 
us to attach considerable significance to the 
uniformity of inherent austenite grain size. It 
would be of interest to have the author com- 
ment on his experience in this connection. A 
statement of the residual metallic aluminum 
content typical for steel deoxidized in the 
manner described would also be of interest. 


E. C. Wricut (author’s reply)—The com- 
ments given by Mr. Sims are of interest in view 
of his previous excellent work on the charac- 
teristics of bessemer steel castings. I would 
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like to emphasize that the physical chemical 
principles by which bessemer and open-hearth 
steels are made are identical, and that the same 
physical chemical results may be obtained with 
either process by following the same procedure. 
The fact that bessemer operation is so much 
more rapid than the open-hearth process does 
not seem to alter the results. We are inclined 
to agree with Mr. Sims’ opinion that the only 
difference between fully deoxidized basic and 
fully deoxidized acid bessemer steel is probably 
associated with the higher contents of nitrogen 
and phosphorus, which are not eliminated in 
the acid bessemer process. 

Mr. Smith’s comments do not relate exactly 
to the process discussed in this paper. The steel 
made at the Stewart and Lloyds plant is basic 
bessemer steel of rather high sulphur content 
and is not fully deoxidized by the procedures 
discussed. Most of the Corby steel is rimmed 
steel for pipe skelp or semikilled steel for 
extrusion or push-bench seamless-tube manu- 
facture. It is believed that the type of steel 
made at Corby would not be adaptable to 
rotary piercing operations generally used in 
the United States for rolling seamless tubes. 

Mr. Emerick’s statements corroborate some 
of the findings in our work. We have purposely 
avoided making killed bessemer steel with 
carbon content below o.12 per cent, since the 
carbon deoxidation was found to be so effective 
and the thoroughness of deoxidation with 
heats containing less than o.12 per cent was 
considerably more erratic. It is our opinion 
that a steel bath with a content of 0.12 per cent 
carbon, whether open-hearth or bessemer, is 
fairly well deoxidized by the carbon content at 
that level, and final and complete deoxidation 
with silicon and aluminum is readily accom- 
plished thereafter. 

However, there is no question that killed 
bessemer-steel heats with carbon as low as 
0.06 per cent can be made if sufficient amounts 
of silicon and aluminum added in a very 
thorough manner are used in finishing the heat. 
The inherent austenitic grain size as measured 
by McQuaid-Ehn tests show that all the heats 
are extremely fine grained. The order of the 
grain size is between 7 and to. The residual 
aluminum content of the killed bessemer 
steel is generally between 0.025 and 0.05 per 
cent. This variation is dependent upon the 
efficiency of the aluminum addition. 
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In the establishment of the relationship 
between weldability and hardenability, 
two methods have been employed in 
correcting for the grain growth produced 
in the heat-affected zone: first, the harden- 
ability calculated from chemical composi- 
tion! may be corrected to the grain size 
observed in an actual weld,? or, second, a 
hardenability test may be made on the 
steel quenched from a temperature high 
enough to produce a grain size comparable 
to that found in the heat-affected zone.* 
In order to obtain grain sizes in the end- 
quench hardenability bar comparable to 
those resulting in the base metal from the 
welding cycle, a quenching temperature 
of 2100°F. has been used. In studies of 
the end-quench hardenability specimen 
quenched from 2100°F. instead of from a 
lower temperature of 1700°F., it is impor- 
tant to ascertain the relative cooling rates 
for various distances along the bar. It is 
a question as to whether the cooling 
occurs at the same rate or whether there 
is any significant difference from the 
standard cooling-rate curve published by 
Jominy and confirmed by others.*° This 
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paper reports experimental evidence con- 
cerning the effect of quenching temperature 
on the cooling rates in the end-quench 
hardenability test. 

The effect of quenching temperatures on 
cooling rates has been studied by a number 
of investigators.*’? French has considered 
this effect from both theoretical and 
experimental aspects. In French’s studies 
on complete quenching of spheres and 
rounds, an increase in the quenching 
temperature caused an increase in the 
cooling rate at 720°C. at the center of 
the specimen. The center cooling velocity 
also has been shown to be dependent upon 
the surface per unit volume for the type of 
specimens studied; the velocity of cooling 
increases with an increase in the surface 
per unit volume. 

Three methods of indicating the rapidity 
of cooling of a body of metal during a 
quenching operation have been proposed: 

1. The time it takes for the metal to 
cool from the quenching temperature to a 
temperature halfway between the quench- 
ing temperature and the temperature of 
the quenching medium (half-temperature 
time): Grossmann, Asimow and Urban’ 
justify the use of this criterion by the fact 
that the half-temperature time includes 
the temperature and time of incubation 
as well as the zone of formation of pearlite 
and, further, the data so derived accord 
very closely with experimental values. 

2. The time interval the metal remains 
in a given temperature range; for example, 
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1100° to goo°F.: A number of investigators 
have favored this criterion for indicating 
rate of cooling. The importance of the 
temperature interval 1100° to goo°F. is 
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bar have interpreted their data based 
upon the cooling rate at 1300°F. In fact, 
the commonly suggested form for reporting 
end quench hardenability data relates 
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Fic. 1.—RELATION OF CALCULATED PROPORTIONAL TEMPERATURE LEVEL AND COOLING TIME FOR 
VARIOUS DISTANCES FROM QUENCHED END OF HARDENABILITY TEST BAR (Grossmann). 


unquestioned for the plain carbon-manga- 
nese steels, but the critical range is usually 
lower for most alloy steels; for example, in 
S.A.E. X4130 the most critical temperature 
range is 900° to 600°F.; these temperature 
ranges are related to the isothermal 
transformation characteristics. 

3. The instantaneous rate of cooling at 
a given temperature; for example, the 
number of degrees per second at 1300°F.: 
French,® in his original work, reported 
cooling data based upon the instantaneous 
cooling rate at 1300°F. as an index of 
rate of cooling. Many of the investigators 
using the end-quench hardenability test 


the distance from the quenched end to the 
cooling rate at 1300°F. 

The effect of quenching temperature on 
rapidity of quench can be predicted from 
thermal calculations if two assumptions 
are made to simplify the mathematical 
analysis. These assumptions are that 
Newton’s law of cooling is followed during 
the quenching operation and that the 
thermal constants of the metal are inde- 
pendent of temperature. Making use of 
these assumptions and Russell's tables,® 
Asimow, Craig, and Grossmann? have 
computed and drawn a chart (Fig. 1) 
showing the effect of air cool and end 
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quench on the cooling time at various 
distances from the quenched end along 
the surface of the end-quench harden- 
ability bar. This chart was calculated 
assuming a “severity of quench factor” 
(Grossmann’s H value) of 2.33 for the end 
quench and 0.022 for the air cool. The 
average thermal diffusivity was taken to be 
0.009 Sq. in. per second. 

_The effect of quenching temperature on 
- the half-temperature time can readily be 
seen from the chart. The proportional 


T =* 
temperature level 7 (qual to ne , 
° q J 


where 7, is the quenching temperature 
and Ty the temperature of the quenching 
medium) will always be equal to o.5 if T 
is the temperature halfway between the 
quenching temperature and the bath 
temperature. Therefore, it is expected that 
quenching temperature should have no 
effect on the half-temperature time. 

The quantitative effect of the quenching 
temperature on the time interval that a 
given point on the end-quench hardenabil- 
ity bar remains in a given temperature 
range can also be obtained from Fig. 1. For 
example, with a quenching temperature 
(T,) of 2100°F., and assuming the temper- 
ature of the water (Tx) as 100°F., the 
proportional temperature level at 100°F. 


will be 
eS Tx 


II100 — 100 


From Fig. 1, this gives a cooling time of 
29 sec. at o.3 in. from the quenched end 
under the effect of the end quench only. 
If the effect of the air cool is also consid- 


v6 
ered, the proportional temperature level T, 


will be the product of the effects of the 


end quench and air cool. By inspection 


(Fig. 1) a proportional temperature level 
of o.5 will require a factor for the end 
quench of 0.53 and a factor of 0.95 for the 
air cool; this gives a cooling time of 25 sec. 
Likewise, at 900°F. 


Dyk They eiatoa— 490510 
which from Fig. 1 gives a cooling time of 
50 sec. for the end quench alone and a 
cooling time of 4o sec. with the effect of 
both the end quench and air cool. Thus 
it is seen that at 0.3 in. a bar quenched 
from 2100°F, will remain in the region of 
t100° to goo°F. for approximately 25 from 
40, Or 15 sec. under the influence of both 
the end quench and air cool. Similarly, a 
bar quenched from 1700°F. will remain 
in the interval r100° to goo°F. for approxi- 
mately 9 sec. under the influence of both 
the end quench and air cool. At 0.3 in. 
distance, then, the bar quenched from 
2100°F, will remain in the region 1100° to 
goo°F. roughly 1.7 times longer than if 
quenched from 1700°F. Calculations can 
thus be made showing the effect of quench- 
ing temperature on the time interval 
between 1100° and goo°F. for any distance 
along the end-quench hardenability bar. 
However, variations in quenching tech- 
nique and composition of steel limit the 
use of such a calculated table, and of 
more immediate concern is the fact that 
the quenching temperature does have an 
effect and its direction is such as to give a 
less severe quench for higher quenching 
temperatures. 

The mathematical equation for tempera- 
ture distribution used ds a basis for Fig. 1 
cannot readily be used to calculate the 
effect of quenching temperature on the in- 
stantaneous rate of cooling at a given 
temperature. However, the equation is 
simplified if it is assumed that the end 
surface falls instantaneously to the tem- 
perature of the quenching medium (severity 
of quench factor is infinite) and that the 
effect of air cooling is negligible (Appendix 
1). The relative cooling rates at various 
temperatures quenching from 1500°, 1700°, 
1g900° and 2100°F. have been calculated 
using this simplified equation and the re- 
sults are shown in Table 1. It is to be 
expected that the results will apply only 
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in the region near the water-cooled end of 
the end-quench hardenability bar, although 
the calculations show a decrease in the 


TaBLE 1.—Calculated Effect of Quenching 
Temperature on Cooling Rates at Any 
Given Distance 


Temperature at Which Ratio of 
Quenching Cooling Rateis Measured] Cooling 
ee er 
ture, Deg. F. . 
ae Deg. F. Deg. C. Quench 
1500 1300 704 1.229 
1200 649 1.283 
I100 593 I.308 
1000 538 I.318 
900 482 I.324 
1700 I300 704 I 
1200 649 I 
II00 593 I 
1000 538 I 
900 482 I 
1900 1300 704 0.795 
1200 649 0.786 
Ir00 593 0.781 
1000 538 0.780 
900 482 0.775 
2100 1300 704 0.641 
1200 649 0.631 
1100 593 0.626 
1000 538 0.625 
900 482 0.622 


« See Appendix. 


severity of quench as the quenching tem- 
perature increases. It is to be noted that, 
in the case of the ideal quench, the relative 
cooling rates for quenching from various 
temperatures ‘are independent of the 
distance along the bar. 

Since the transformation of steel occurs 
over a range of temperatures in the vicinity 
of the ‘“‘knee” of the S-curve, the time the 
steel remains in this temperature range is 
probably the most useful indication of the 
severity of quench. The range r100° to 
goo°F. has been used for many steels with 
considerable success. Some alloy steels 
with the minimum time of transformation 
occurring at a lower range require other 
temperature limits for the successful 
evaluation of quenching conditions. 


Test WORK 


The relation of time and temperature 
for various distances along a standard end- 
quench hardenability test specimen was 
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determined for quenching temperatures 
ranging from 1500° to 2100°F. These 
measurements were made using stainless 
steel (18-8 type) and also low-carbon 
nickel-steel specimens. 

Several end-quench hardenability speci- 
mens‘ were made in duplicate or quad- 
ruplicate and quenched from various 
temperatures. In order to obtain a uniform 
grain size, this series of test bars was 
heated to 2100°F. to establish uniform 
grain size and then either quenched or 
transferred to a furnace at a lower tem- 
perature before final quenching. In this 
manner, a series was prepared with a uni- 
form grain size quenched from a wide range 
of temperatures. If there is a practical 
difference in the cooling rates or in the 
length of time any portion of the test bar 
remains in the transformation range, the 
depth of hardening should be affected. 


METHODS 


In general, standard A.S.T.M. quenching 
equipment and procedure," with the excep- 
tion of quenching temperatures, were used 
in all end-quench hardenability tests. In 
order to obtain a more exact measurement 
of hardness changes, the Vickers hardness 
method was used in preference to the Rock- 
well hardness test. 

The test specimens were 1-in. in diameter 
and 4 in. long, with a shoulder }<¢ in. thick 
and 134 in. in diameter on one end, for 
supporting the specimens vertically in the 
quenching jig. For measurement of the 
quenching temperatures and cooling data, 
a platinum-platinum ro per cent rhodium 
thermocouple (22 B. and S. gauge) was 
peened into a }4¢-in.-dia. hole }¢ in. deep 
along the side at a selected distance from 
the quenched end. The thermocouple 
leads were protected with a two-hole pro- 
tection tube supported by a 3¢-in.-dia. rod 
threaded into the top end of the specimen. 

Two methods for recording temperature 
and temperature changes were used. The 
first of these, a high-speed temperature 
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recorder, was used to obtain most of the 
data for the low-alloy nickel steel No. 63. 
Most of the data for the 18-8 specimens 
were obtained using a 35-mm. movie 


1200 


TEMPERATURE ~F. 


° 2 4 6 8 


10 12 14 


camera with 16 frames per second to 
photograph a mnillivoltmeter and stop 
watch. Although the measurements with 
the recorder were by far the more conven- 
ient to make, the measurements made by 
the camera and millivoltmeter were more 
easily reproduced. 

The specimens were heated in a high- 
temperature controlled-atmosphere electric 
furnace with the specimen inserted in a 
carbon block to give further protection 
against decarburization. The specimens 
were maintained at the maximum tem- 
perature for at least 45 min. before quench- 
ing or transferring to a furnace at a lower 
temperature for 30 min. before quenching. 

For the specimens on which a hardness 
survey was made, two flat surfaces were 
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wet-ground at 180° apart 0.025 in. in depth 
along the entire length of the specimen. 
The surfaces were further prepared by 
hand polishing through the various grades 


16 18 22 24 26 28 30 32 34 
TIME OF COOLING IN SECONDS 
Fic. 2.—TIME-TEMPERATURE RELATION FOR ONE-FOURTH INCH DISTANCE ON END-QUENCH TEST 
BARS FROM LOW-ALLOY STEEL. 


of emery paper, finishing on ooo. Vickers 
hardness measurements with a 1o-kg. load 
were made at intervals of 0.025 and 0.050 
in. along the ground surface for at least a 
distance sufficient to show a decrease in 
hardness commensurate with the carbon 
content and well below the hardness for 50 
per cent martensite. 


DATA OBTAINED IN THESE TESTS 


Typical cooling curves for a distance of 
14 in. along the end-quench hardenability 
test bar for quenching temperatures of 
2100° and 1700°F. are shown in Fig. 3 for 
stainless steel (18-8 type). The effect of 
quenching temperature upon the time to 
cool from 1100° to goo°F. for low-carbon 
nickel-steel specimens is shown in Fig. 
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4. Consistent’ results are much more 
difficult to obtain for steels with a phase 


transformation. 
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from various temperatures is shown in 
Table 3. Typical end-quench hardenability 
curves are shown in Figs. 5 to 8. 
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Fic. 3. —EFFECT OF QUENCHING TEMPERATURE ON COOLING RATE AT 1300°F. FOR END-QUENCH 
HARDENABILITY TEST SPECIMEN OF AUSTENITIC STAINLESS STEEL. 


End-quench hardenability tests using a 
number of quenching temperatures were 
made on several steels, the chemical com- 
position of which is given in Table 2. The 


TABLE 2.—Chemical Composition 


Steel |’ | Mnj si] S | P | Cr} Ni] Cul Al 
63 |0.17]0.45)0.23'0.024,0.016 1.43 

175 |0.36,0.88)0.22'0.028/0.012/0.10 0.09/0.001 
180 |0.20/0.42/0.05/0.032|0.012,0.04 0.05 

I8I  |0.31]I.46/0.25/0.031/0.013 | 0.05/0.09]/0.24'0.005 
196 |0.30|0.94,0.18|0.028].0012 0.10 0.09 0.001 
197 |0.28)0.42,0.01/0.032!0.008|0.05|0.06/0.16|0.005 
198 |0.30].049'.001|0.042 0.011|0.06|0.08|0.27 

IQQ |0.23}0.38)/0.16|0.037/.0010/0.04/0.09 0.09,0.002 
200 |0.30 0.65|0.19 0.037 0.012'0.06,0.02'0.15 

202 |0.29 0.65|0.04/0.029 0.008|0.03 0.02'0.04|0.04 
203 |0.36,0.88)0.22/0.032|0.013 Varese 0.21 


analysis of the hardenability data obtained 
for a number of steels that were quenched 


SUMMARY AND CONCLUSIONS 


The data that are presented clearly 
establish the fact that the quenching 
temperature for the end-quench harden- 
ability test bar is important, especially for 
steels of low hardenability. It is to be 
noted (Fig. 3) that the cooling rates 
follow closely the relative cooling rates 
predicted by the ideal quench (Table 1) 
at distances close to the end of the bar. 
The effect of quenching temperature 
beyond 34 in. is less important. This 
effect is not great for the narrow range of 
temperatures used in ordinary hardening, 
but is present and should not be neglected 
in comparative hardenability studies. The 
comparative end-quench test results re- 
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STEEL 196 
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Fic. 7.—TYPICcAL END-QUENCH HARDENABILITY CURVES. 
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Fic. 9.—EFFECT OF QUENCHING TEMPERATURE ON RELATIVE TIME TO COOL FROM 1100° TO g00°F. 
FOR VARIOUS DISTANCES ALONG AN END-QUENCH TEST BAR. 


Calculations were 
air cooling negligible). 


made assuming an ideal quench (infinite severity of end-quench factor and 
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TABLE 3.—Analysis of Hardenability Data 
50 seo 

Quench- quence. 

1 “ve Cent ing Tem-| Grain | Harden- aeces 
Stee arten- pera- Size | ability ier 
No. see ture, No. Dis- Te. 

Hard- | peg. B. tance, 
ness ny. 
63 285 2100 Tey, 0.21 ce 
1700 0.27 I.9 
17002 | 10.1 0.21 I.70 
175 375 2100 1.6 0.28 2.00 
1700 0.33 2.20 
180 300 2100 1.8 0.10 I.20 
I700 0.12 1.30 
181 359 2100 340 0.25 ee 
1550 0.34 ; 
196 350 z1¢e 1.8 0.19 zce 
1600 0.23 é 
197 345 2100 Se) 0.12 I.30 
1600 0.135 I.40 
198 350 oe 2.8 ie apes 
1600 (ops I.60 
199 330 2100 a5 ou 5738 
1600 : 0.185 1.60 
200 350 2308 2.9 ot I.40 
1600 o.1 £55 
202 340 2100 2.2 0.16 ag2 
1600 0.20 1.65 
203 360 2100 AE 0.21 1.70 
1600 0225 I.90 


4 Specimen heated to 1700°F,. and quenched from 
this temperature. 


ported in this paper were obtained on 
specimens that had undergone the same 
maximum austenitizing temperature that 
minimizes the effect of variations in the 
degree of carbide solution that ordinarily 
affect hardenability measurements. 

The relation of quenching temperature 
and the time to cool from r1roo° to goo°F. 
(Fig. 4) follows closely the effect of 
quenching temperature on the cooling 
rates at 1300°F. A marked effect of 
quenching temperature on the time to cool 
from 1100° to goo°F. is still noticeable at 
34 in. distance along the bar. It is doubtful 
that the relationship shown in Fig. ‘4 is 
valid for steels for other compositions, 
since the transformation range of steels 
varies considerably with composition. 

Except in a few isolated instances, the 
quenching temperature had little effect 
on the hardenability of deep-hardening 
steels; because the half-hardness point for 
deeper hardening steels occurs at such a 
distance along the end-quench hardenabil- 
ity bar that there is little or no difference 
in the severity of quench for various 
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quenching temperatures. In an ideal 
quench of an infinite plate (severity of 
end-quench factor being infinite and air 
cooling negligible) the relative cooling 
rates when quenching from various tem- 
peratures are independent of distance 
from the surface of the plate. In the end- 
quench test, as the severity of end quench 
decreases in value and the air-cool factor 
increases, the relative cooling rates will 
depend upon the distance from the 
quenched end of the bar, and the quenching 
temperature will have less effect as the 
distance becomes greater. 

This fact can be illustrated by Fig. 1, 
in which the severity of end-quench factor © 
was taken to be 2.33 and the severity 
of air cool to be 0.022. By inspection 
from this chart, the ratio of cooling times 
between r100° and goo°F. for a 2100° 
and 1700°F, quench with a bath tempera- 
ture of 100°F. is found to be 1.7 at 0.3 in. 
and 1.1 at o.g in. Experimental verification 
of the lowering of the ratio of relative 
cooling times with respect to quenching 
temperature is shown on Fig. 9. 

It is to be expected that the effect of 
quenching temperature on the end-quench 
test will assume its greatest importance 
in the quenching of low-hardening steels; 
however, the more nearly the quench of a 
section approaches the ideal quench of an 
infinite plate, the greater will be the effect 
of the quenching temperature on the cool- 
ing conditions. For instance, a severe 
quench of a heavy section of steel might 
approach an ideal quench for all practical 
purposes. 

The increase of cooling rates with a 
decrease in quenching temperature should 
not always be expected when quenching 
other geometrical shapes. If a round, or 
sphere, is large enough to have as low a 
ratio of surface to volume as is character- 
istic of the end-quench bar, the quenching 
temperature should have the same quali- 
tative effect on cooling rate, if the ratio of 
surface to volume is high, the effect o 
quenching temperature may be in the 
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opposite direction. In all cases, the effect 
of quenching temperature will depend on 
the size and shape of the quenched speci- 
men and the severity of quench factor, 
which determines the amount of heat the 
coolant will remove from the surface of the 
quenched specimen. 
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APPENDIX 
The differential equation for the flow of 
heat in an infinite plate is 
ar _ OF 
at” ax? 1] 


in which T is the temperature at time ¢ 
at a distance x from the surface of an 
infinite plate and a is the thermal diffusiv- 
ity constant. ; 

The boundary conditions assumed are 
that: when ¢ = o and x = x then T= T, 
and when ¢ = o0 and x = o then T = Ty 
where 7, is the quenching temperature 
and Ty the temperature of the quenching 
medium. The values of the thermal con- 
stants are assumed to be independent of 
temperature. 

A solution of Eq. 1 that fits the boundary 
conditions is: 


Yo srpy Des 
= me43 Jat p—N? 
Fk wh Be ae 2Vat e-N* dN 


Va JN=o 
where A = 7x; 
Sin 
(SAS bee ev 
Thus 


Tf =Tu t+ (T, — Tm) 
F y penes toe 
ae i 2Vate-N*dN [2] 
Vr IN=0 
Since x and ¢ are two mutually independent 
variables, the instantaneous cooling rate, 
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Lee OL 
which is Or can be found from 
Gi OlLe Ol. 
Oa aN son © 
or 
PO per sma 
= (7, — T. 4at 
Q ( qg m) - RY ey [3] 


IfQ=Q1 when «= m, ¢ = fy, To =a 

and Q = Q2 when x = 2,¢t=t,T, = T a2 

the instantaneous cooling-rate ratio at 

temperature 7, quenching from 7,; and 

Y ES pee 
i= ty \ —34 


where 
Ny = 


X2 


and N, = 
2 ale 2 


v1 
aty 

This equation has been evaluated for 

several quenching temperatures at several 


temperatures and the values are given in 
Table r. 
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W. Crarts, Niagara Falls, N. Y.—In quench- 
ing from the high temperature, the actual 
hardenability was less. I am not too sure. but 
I believe that that was after the steel quenched 
from 1600° to 1700° had been heated to a high 
temperature, so that the grain growth and 
other factors due to high temperature in the 
steel had been taken out of the comparison. 
I believe that the apparent hardenability 
usually increases in quenching from the high 
temperature as compared to a low temperature 
because of factors such as grain growth. 

In the summary, there is a statement that 
it may not apply to other sections. I would 
appreciate very much a little clarification of 
that. 


C. E. Jackson (author’s reply).—Comment- 
ing upon Dr. Crafts’ first question: It is true 
that the measured hardenability probably will 
increase as the quenching temperature is 
increased, owing to the higher solution rate of 
the carbides and residuals. However, if two 
end-quench specimens are heated to 2100°F. to 
establish the same grain size and homogeneity, 
and one of the specimens is cooled to 1600°F., 
for example, and quenched from this lower 
temperature, that specimen will indicate 
greater hardenability than a specimen quenched 
directly from 2100°F. 

Mr. Christenson, will you comment on the 
second question? 


A. L. CHRISTENSON (author’s reply).—In 
reference to the effect of quenching tempera- 
ture for sizes other than the end-quench speci- 
men, hardenability will depend upon the 
surface to volume ratio. With a high surface-to- 
volume ratio the higher quenching tempera- 
tures will produce a higher hardenability as 
measured. With a low surface-to-volume ratio, 
as with the end-quench bar, the measured 
hardenability will decrease as the quenching 
temperature increases. This is only the effect 
of quenching temperature on the cooling rates 
and does not take into consideration metal- 
lurgical effects of solution of carbides and 
residuals or changes in grain size. 


EFFECT OF TEMPERATURE ON END-QUENCH HARDENABILITY TEST 


R. D. Srout,* Bethlehem, Pa.—I wonder 
whether the authors have tried correcting their 
hardenability curves with the data they have 
accumulated. They now know how to correct 
the cooling rate for the fact that the quenching 
temperature has been different. It might be 
interesting to try to correct the two curves 
that show the deeper hardening with a lower 
actual quenching temperature. 

Also, have they any preference in treatment; 
that is, do they prefer to heat it at 2100° and 
then quench from 1700° or quench directly 
from 2100°? I ask that because in applying the 
Jominy test to welding they are, of course, 
making the rather arbitrary assumption that 
the cooling curve resembles the welding cooling 
curve along its full temperature-time relation. 
It may be that one temperature of quench has 
a preference over the other in matching that 
time-temperature relation in the two cases. 


C. E. Jackson.—We. have few data to 
correct from one temperature to another, 
although in one particular set of data we found 
that the ideal diameters or the corrected hard- 
enability agreed within themselves as well as 
the measured hardenability. As far as a prefer- 
ence for the low-temperature quench after the 
high-temperature treatment, it may be impor- 
tant that hardenability will be easier to measure 
and there will be a greater depth of hardening 
for the low-temperature quench. 

We have not tried, as far as the welding cycle 
is concerned, to use the data from the lower 
temperature quench. 


H. W. McQvuarp,7 Cleveland, Ohio—We 
ran a number of tests at 1400°, 1600°, 1800° and 
2000° at 20 min., 60 min. and 3 hr. apiece. I was 
quite surprised to find that in some of these 
steels, in order to get maximum hardening, 
Jackson and Christenson had to go to 2000° for 
3 hr.; that the effect of temperature is very 
marked on some steels where there was difficulty 
in getting a carbide solution. I was surprised to 
find how well the low-temperature Jominys 
check with the high-temperature and the short- 
time connects with the long-time when maxi- 
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mum hardenability is obtained. That is par- 
ticularly true with the nickel steels. 

At the usual temperature, 1550° for 20 min., 
the Jominy tests check very well with those at 
2000° for 3 hr. I agree with the authors that the 
effect is relatively small between r4o0° and 
1700°, or, rather, between rs500° and 1700°, 
and that we should not be too quick to jump 
at the Jominy curve as being the final one 
unless they have pretty well convinced them- 
selves that all their carbides are in solution and 
thoroughly diffused. 


G. DerVrtiEs,* Washington, D. C.—The 
authors are to be congratulated for their in- 
teresting and timely paper. It might be pointed 
out, however, that if a bar of finite instead of 
infinite length is chosen for the condition of the 
ideal quench, the relative cooling rates at 
various temperatures are then dependent upon 
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the distance along the bar, even though air 
cooling is neglected. The flow of heat in a 
plate of finite thickness is like that of an end- 
quench bar of finite length and can be calcu- 
lated from the tables of Russell.!? 


C. E. Jackson and A. L. Curistenson.— 
Mr. DeVries is correct in pointing out that in 
a finite bar the relative cooling rates when 
quenching from two different quenching tem- 
peratures are dependent upon the distance 
from the quenched end. In addition to this, 
the authors wish to emphasize that the relative 
difference in cooling rates when quenching end- 
quench specimens from different temperatures 
will have practical significance only at points 
close to the quenched end, and therefore will 
be most important in the quenching of low- 
hardening steels. 


127, F. Russell: Some Mathematical Con- 
siderations on the Heating and Cooling of Steel. 
First Report Alloy Steels Research Committee, 
Iron and Steel Inst. Sec. IX, 149. 


Effect of Sixteen Alloying Elements on Hardenability of Steel 


By Irvin R. Kramer,* Junior Memper A.I.M.E., Ropert H. HAFNER,* AND 
Stewart L. ToLtEMAN* 


(Chicago Meeting, October 1943) 


In his paper on the calculation of harden- 
ability from chemical composition, Gross- 
mann! discussed the effect of most of the 
alloying elements used commercially. The 
purpose of the work reported in this paper 
was to determine the effect of several other 
elements on hardenability—arsenic, anti- 
mony, beryllium, cobalt, columbium, ger- 
manium, tellurium, tin, aluminum, and 
titanium—and to extend the range of com- 
position of some of the elements studied by 
Grossmann—chromium, copper, manganese, 
molybdenum, nickel and silicon. 


EXPERIMENTAL METHODS: 


To determine the effect on hardenability, 
suitable amounts of the alloying elements 
were added to experimental heats and the 
hardenability determined by means of 
end-quenched hardenability specimens. 

The steels were melted in a high-fre- 
quency induction furnace with a basic 
crucible, using ingot iron as a base for 
some of the heats and S.A.E. 1o15 for 
others. The alloying additions were made 
as ferroalloys or as metal, depending on the 
alloying element. Hundred-pound heats 
were split and poured into square, tapered, 
cast-iron ingot molds with hot tops. 
Aluminum was not used as a deoxidizer 
in most of the heats. The ingots were 
homogenized for 12 hr. at 1260°C. (2300°F.) 
and forged into rounds of 1}4-in. diameter. 

Published by permission of the Navy Depart- 
ment. Manuscript received at the office of the 
Institute July 14, 1943. Issued as T.P. 1636 in 
METALS TECHNOLOGY, September 1943. 

* Division of Physical Metallurgy, Naval 
Research Laboratory, Anacostia Station, Wash- 


ington, D. C 
1 References are at the end of the paper. 
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These bars were normalized twice from 
840°C. (1550°F.) before machining into 
Jominy bars. 

The composition of the steels was deter- 
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MANGANESE AND SILICON VS. MANGANESE. 

mined in most cases by samples taken from 
the end-quench hardenability specimen. 
As suggested by Crafts,2 acid-soluble 
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aluminum and titanium were determined 
instead of total aluminum and titanium. 
The quenching apparatus and quenching 
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taken at appropriate positions on the 
Jominy test bars after electrolytic polishing 
and suitable etching. 
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method were standard.? The specimens 
were held at 840°C. (1550°F.) for 2 hr. in 
graphite blocks. After quenching, the 
specimens were wet-ground on two sides 
to a depth of 0.015 inches. 

Hardness measurements were made with 
a diamond pyramid hardness testing 
machine. The indentations were spaced 
0.05 in. apart, starting 0.025 in. from the 
quenched end. A 30-kg. load was used 
and both sides of the bar were measured. 
The so per cent martensite zone was deter- 
mined from Fig. 29 of Grossmann’s paper. 
The grain size was determined from an 
actual count of the grains on photographs 
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DETERMINATION OF MULTIPLYING FACTORS 


The multiplying factors for manganese 
were obtained by computing the ratio of 
the experimental ideal critical diameter 
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EFFECT OF ALLOYING ELEMENTS ON HARDENABILITY OF STEEL 


to the ideal critical diameter as calculated 
from Grossmann’s data on carbon, grain 
size, sulphur and phosphorus. These ratios, 
which also contain the factors for silicon 
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and any undetermined impurities, as well 
as for manganese, were plotted as in Fig. 1. 
The intercept of a line drawn through these 
points gave the factor for the combined 
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effect of silicon and impurities, and dividing 
the ratios of Fig. 1 by this value gave the 
factors for the effect of manganese alone 
(Fig. 2). 

The values obtained for manganese were 
then used in a similar manner to determine 
the multiplying factors for the other alloying 
elements. For nickel, copper, beryllium 
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and cobalt, the calculated hardenability 

factors did not extrapolate to unity for 

zero per cent alloying element. For nickel 
1.0 
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the unknown alloying elements together 
gave a factor of 1.20. 
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The factors for manganese (Fig. 2) are 
in agreement with those found by Crafts 
and Lamont and are higher than those 

i 
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determined by Grossmann. Silicon (Fig. 3) 
was found to have a greater effect than 
reported by either Grossmann or Crafts 
and Lamont. Nickel (Fig. 4) and copper 
(Fig. 5) have about the same effect on 
hardenability as indicated by Grossmann, 
while chromium (Fig. 6) appears to have a 
somewhat greater effect. The curve for 
the chromium factors appears to depart 
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DATA 


The composition of the steels as deter- 
mined by chemical analysis is given in 
Table 1. Included in Table 2 are the ob- 
served Jominy distance, ideal critical 
diameter, the observed grain size, the ratio 
of the observed ideal. critical diameter 
to the calculated ideal critical diameter for 
all of the elements except the one that was 
varied and the factors determined in 
this investigation. The factors for the 
various alloying elements are shown in 
Figs. 2 to 16, inclusive, and those of other 
investigators are given for comparison. 


I0o.—MULTIPLYING FACTOR FOR BERYLLIUM. 


from linearity at about o.5 per cent Cr; 
however, since a point at 1.73 per cent Cr 
falls on the extrapolated linear portion 
of the curve, the area between the two 
was shaded. It is believed that the lower 
curve is the more probable. As is to be 
expected of alloying elements forming 
stable carbides, the effect of molybdenum 
over 0.2 per cent (Fig. 7) is variable; below 
this amount the agreement with Grossmann 
is excellent. Titanium and columbium, the 
carbides of which are quite stable, decrease 
hardenability (Figs. 8 and 9). Beryllium 
has about the same effect on the harden- 
ability as manganese (Fig. 10). 
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Arsenic and antimony (Figs. 11 and 12) 
behave in a similar manner; up to a certain 
percentage the hardenability increases but 
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with further additions of these elements, 
the hardenability decreases. Tellurium 
causes a marked decrease in hardenability 
(Fig. 13); 0.01 per cent has as much effect 
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(Fig. 15), but the average curve is in 
close agreement with their results. The 
effect of tin (Fig. 16) on hardenability is 


° 


8 


MULTIPLYING FACTOR 


0 2 4 6 18 
PER CENT COBALT 


Fic. 14.—MULTIPLYING FACTOR FOR COBALT. 


about the same as that of aluminum and 
silicon. 

The rare element germanium, which 
occasionally is reported as present in 
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in decreasing hardenability as o.1 per 
cent sulphur. Although cobalt is known to 
decrease hardenability, no data for the 
effect of less than one per cent were found. 
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However, even as little as 0.22 per cent 
decreases hardenability (Fig. 14). 

The factors for aluminum show the same 
scattering observed by Crafts and Lamont 


steel, was found to have no effect on 
hardenability. 


DISCUSSION OF RESULTS 


The effect of some elements is indeter- 
minate because of the uncertainty that 
the method of chemical analysis employed 
determines, of the total amount present, 
the part that affects hardenability. It is 
known that aluminum can form oxides, 
sulphides, and nitrides. The ordinary 
chemical methods for ‘‘soluble”’ aluminum 
will separate the oxides, but it is not known 
whether the sulphides or nitrides as they 
exist in the steel are soluble in the acid. 
Experimental work on the analysis of 
sulphur‘ has shown that the evolution 
method gives much lower results than the 
gravimetric method if the aluminum con- 
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TABLE 1.—Chemical Composition. 


: PER CENT 
4 Cc | Mn Si Ee Ss Ni Cu Cr Mo 
GFE 0.39 0.04 0.34 0.004 0.031 0.10 0.009 
GV 0.41 0.45 0.28 0.027 0.027 0.01 O.II 0.082 
GFF 0.39 0.45 0.32 0.014 0.032 0.10 0.OIL 
e GBA 0.31 0.50 0.30 0.014 0.033 0.19 0.062 
7» GAA 0.43 0.63 0.34 0.016 0.026 0.10 0.100 
; GBH 0.56 1.02 0.26 0.016 0.034 , 0.20 0.044 
GBN 0.66 1.36 0.28 0.0I5 0.033 0.22 0.075 
Z° GBM 0.590 1.39 0.30 0.015 0.033 0.22 0.075 
GBL 0.47 1.47 0.30 0.017 0.034 0.24 0.079 
GBEK 0.40 Pies 0.31 0.017 0.034 0.24 0.079 
’ GJO 0.29 1.14 0.32 0.005 0.0190 0.02 0.08 0.013 0.005 
GDK 0.39 1.07 0.52 0.013 0.031 0.13 0.031 
GDG 0.40 0.44 1.04 0.013 0.031 0.14 0,030 
GDM 0.38 1.02 1.55 0.013 0.031 0.13 0.031 
‘ GAV 0.42 0.75 0.42 0.014 0.031 0.19 0.062 0.02 
GAU 0.43. | 0.74 0.39 0.014 0.031 0.19 0.062 | 0.13 
: GLD 0.44 | 0.45 0.62 0.003 0.029 0.06 0.016 0.16 
: GDB 0.39 | 0.50 0.32 0.014 0.031 0.10 0.19 0.060 0.18 
y GLE 0.43 0.45 0.63 0.003 0.029 0.06 0.016 | 0.37 
‘ GAW 0.41 0.76 0.45 0.014 0.031 0.19 0.064 0.38 
\ GDC 0.39 | 0.52 0.31 0.014 0.031 0.10 0.19 0.060 | 0.44 
‘ GLG 0.40 0.45 0.63 0.003 0.029 0.06 0.016 | 0.59 
GAT 0.43 0.74 0.44 0.014 0.031 0.19 0.062 | 0.66 
’ GDD 0.37 0.51 0.29 0.014 0.031 0.10 0.19 0.060 | 0.64 
GKO 0.46 0.49 0.37 0.005 0.024 0.06 0.33 0.010 
GKP 0.45 0.49 0.36 0.005 0.024 0.06 0.59 0.010 
GKS 0.44 0.48 0.36 0.005 0.024 0.06 0.86 0.010 
GKT 0.41 0.48 0.36 0.005 0.021 0.06 1.08 0.010 
k GKU 0.44 0.44 | 0.46 0.004 0.023 0.06 1.66 0.012 
a GKV 0.44 0.43 0.46 0.004 0.023 0.06 2.22 0.012 
; GKE 0.41 0.45 0.61 0.004 0.021 0.31 0.06 0.012 
y GKG 0.40 0.44 | 0.63 0.004 0.021 0.53 0.06 0.012 
e GKH 0.40 0.45 0.63 0.004 0.020 0.76 0.06 0.012 
; GKJ 0.38 0.45 0.63 0.004 0.020 0.93 0.06 0.012 
“4 GKK 0.39 0.39 0.72 0.005 0.022 2.83 0.06 0.012 
GKL 0.40 0.39 | 0.72 0.005 0.022 2.72 0.06 0.012 
GKM 0.41 6.30. | 10.72 0.004 0.024 1.97 0.06 0.012 
*g GKN 0.42 0.39 0.71 0.004 0.024 1.49 0.06 0.012 
y 
GCK 0.40 1.16 0.21 0.014 0.034 0.10 0.18 0.068 
? GLH 0.44 0.41 0.52 0.004 0.029 0.06 0.22 
¢ GCH 0.34 0.46 0.29 0.013 0.034 0.10 0.17 0.33 
GLJ 0.43 0.39 0.53 0.004 0.029 0.06 0.50 
“ GCB 0.41 0.34 0.30 0.013 0.034 0.10 0.17 0.59 
GLK 0.43 0.43 0.53 0.004 0.029 0.06 0.73 
GLL 0.41 0.46 0.56 0.004 0.029 0.06 0.96 
% GCC 0.41 0.35 0.26 0.012 0.033 0.10 0.17 1.73 
4 .O1 0.02 0.10 0.05 0.08 As 
5 ae ier aie cae ms eee 0.10—| 0.05 0.15 As 
GJK 0.45 1.20 0.23 0.006 0.022 0.06 0.009 0.21 As 
GJL 0.45 1.13 0.22 0.006 0.022 0.06 0.009 0.44 As 
; 0.0 0.08 0.22 0.05 0.00 Be 
f Gro cae Sat ona < Rots 0.08 0.22 0.05 0.08 Be 
GFP 0.36 0.45 rst oO. 0.033 0.08 0.22 0.05 O.11 
4 GFS 0.37 0.45 0.31 oO. 0.033 0.08 0.22 0.05 0.23 Be 
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TABLE 1.—(Continued) : 
ee 


(o Mn Si iP Ni Cu Cr Mo 

Sb 
GAK 0.39 0.42 0.50 0.010 0.028 0.08 0.075 0.00 
GAL 0.39 0.42 0.48 0.010 0.026 0.09 0.075 0.10 Ba 
GAM 0.37 0.42 0.47 0.010 0.026 0.09 0.075 0.21 ee 
GAN 0.33 0.44 0.47 0.010 0.027 0.09 0.068 0.348 
GJT 0.38 ret 0.18 0.004 0.019 0.10 0.08 0.009 0.06 Cb 
ely eto I oa 0.19 0.004 0.021 0.10 0.08 0.017 0.18 Cb 
GJV 0.40 1.13 0.22 0.004 0.021 0.10 0.08 0.017 0.33 Cb 
GJW 0.39 56,38) 0.24 0.004 0.021 0.10 0.08 0.017 0.73 Cb 
GDT Ones 0.44 0.55 0.013 0.030 0.10 0.15 0.036 0.00 Co 
GDU 0.35 0.44 0.52 0.013 0.032° 0.10 0.14 0.033 0.22 Co 
GDW 0.32 0.44 0.54 0.013 0.032 0.10 0.14 0.033 0.71 Co 
GKA 0.40 I.08 0.24 0.006 0.023 0.02 0.08 0.010 0.005 |0.003 Te? 
GKC 0.40 I.06 0.25 0.006 0.023 0.02 0.08 0.010 0.005 |o.010 Te@ 
GKD 0.40 1.08 0.26 0.006 0.023 0.02 0.08 0.010 0.005 |0.015 Tee 
GCU 0.43 0.46 0.29 0.015 0.034 1.17 0.17 0.04 0.003 Tes 
GCX 0.39 0.46 0.29 0.015 0.034 1.18 Ouby 0.04 0.012 Tee 
GHA 0.31 fen ui 3 0.22 0.00 Ge 
GHB 0.29 Tor? 0.22 0.059 Ge 
GHC 0.28 r.13 0.22 0.106 Ge 
GHD 0.27 I.t7 0.20 0.165 Ge 
GMO 0.38 1.08 0.30 0.006 0.016 0.06 0.052 0.03 Ti 
GMP 0.39 I.04 0.37 0.006 0.016 0.06 0.052 0.05 Ti 
GMR 0.39 I.09 0.39 0.006 0.016 0.06 0.052 0.10 Pi 
GMS 0.37 TET 0.40 0.006 0.016 0.06 0.052 0.16 Ti 
GW 0.43 0.44 0.55 0.014 0.028 0.09 0.054 0.06 Ti 
GX 0.42 0.44 0.54 0.014 0.028 0.09 0.054 OL rE Ex 
GDP 0.31 0.48 0.54 0.013 0.028 0.14 0.05 0.03 Al 
GMT 0.34 Eas 0.37 0.005 0.026 0.06 0.016 0.06 Al 
GDS 0.28 0.48 0.54 0.013 0.028 0.14 0.05 0.06 Al 
GMU 0.34 Tee 0.36 0.005 0.026 0.06 0.016 o.12 Al 
GMW 0.30 I.10 0.38 0.005 0.028 0.06 0.018 0.19 Al 
GME 0.44 I.09 0.50 0.005 0.030 0.06 0.016 0.02 Sn 
GMG 0.42 1.09 0.50 0.005 0.030 0.06 0.016 0.06 Sn 
GMH 0.41 1.05 0.51 0.005 0.030 0.06 0.016 0.11 Sn 
GMJ 0.38 1.08 0.50 0.005 0.029 | 0.05 0.015 0.17 Sn 

2 Added. 


tent is high. The effect is not great, how- 
ever, if the aluminum content is low. It is 
conceivable, therefore, that the acid- 
soluble aluminum may also contain some 
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aluminum other than that which con- 
tributes to hardenability. 

The same question arises with the acid- 
soluble titanium determination. X-ray 


diffraction examination of the insoluble 
residue showed the presence of titanium 
carbide as well as of titanium oxide. The 
question immediaetly arises as to whether 
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Fic. 16.—MULTIPLYING FACTOR FOR TIN. 
this residue contains the titanium carbide 
that failed to dissolve in the austenite 
or the titanium carbide that may have 
precipitated upon air cooling or a mixture 
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TABLE 2.—Hardenability Data 
i 


Percentage gs Jominy Ideal ; 7 
of Alloy Rrein mane Distance Diameter Fa Fx Pa 
GFE 0.04 Mn 8.1 0.015 0.30 1.40 1.16 
GV 0.45 Mn 6.2 0.16 1.50 4.65 3.84 
GFF 0.45 Mn Grex 0.10 Oe 4.24 BS 
GBA 0.50 Mn 5.9 0.11 1.20 3.97 3.28 
GAA 0.63 Mn 4.5 0.20 1.70 4.45 3.68 
GBH 1.02 Mn 4.7 0.35 2.40 6.05 5.00 
GBN 1.36 Mn 5.8 0.68 3.50 8.25 6.81 
GBM 1.39 Mn 5.8 0.590 3.20 7.84 6.48 
GBL 1.47 Mn e.8 0.60 3.30 8.55 7.06 
GBK 1.53 Mn Br2 0.59 3.20 8.74 7.23 
GJO 0.32 Si 3.9 0.24 I.90 I.34 yoke! 
GDK 0.52 Si S25 0.32 2.27 2.353 rss 
GDG 1.04 Si 6.8 0.15 1.43 1.98 1.98 
GDM 1.55 Si 9.3 0.50 2.95 2.82 2.82 
GAV 0.02 Mo 7.8 0.16 1.49 I.00 1.00 
GAU 0.13 Mo 10.0 0.18 1.60 1.37 Desi 
GLD 0.16 Mo 6.4 0.25 TOs L53 t..63 
GDB 0.18 Mo 6.2 0.26 2.00 1.53 7.53 
GLE 0.37 Mo 6.1 0.31 2.20 1.76 I.76 
GAW 0.38 Mo pe 0.23 1.85 I.58 1.58 
GDC 0.44 Mo 6.0 0.30 2.19 1.85 1.85 
GLG 0.59 Mo 7.0 0.42 2.65 2.32 2232 
GAT 0.66 Mo 10.7 : 0.30 2.19 1.82 1.82 
GDD 0.64 Mo 6.6 | 0.50 2.95 2.65 2.65 
GKO 0.33 Cu 6.1 / 0.19 TG5 I.50 1.07 
GKP 0.59 Cu 6.2 } 0.20 1.70 1.61 TsLs 
GKS 0.86 Cu 6.0 0.21 1.75 1.65 1.18 
GKT 1.08 Cu 5.9 | 0.25 1.95 1.87 I.34 
GKU 1.66 = oe 0.27 2.05 uy ares oa 
GKV 2.22 Cu ce ' 0.33 2.32 ‘ i 
GKE 0.31 Ni ae a 0.18 TOO) ma 1.36 PIT 
GKG 0.53 Ni 6.5 0.19 1.65 I.40 Dae 
GKH 0.76 Ni 6.6 0.22 1.80 1.57 ior 
GKJ 0.93 Ni 6.4 0.21 E75 1.56 I.30 
GKK 2.83 Ni s 0.36 speed ee E295 
KL 2.42 Ni ox 0.35 oe 4 ; 
Gru “a Ni 6.5 0.29 2.a5 1.96 1.63 
GKN 1.49 Ni 6.9 0.25 1.95 1.81 Fh cya 
0.068 Cr 4.8 0.41 2.65 1.37 pe 
Chit 0.22 Cr 6.5 0.22 ae aay ae 
.33 Cr e235 0.23 1.85 2.0 4 
Grr os Cr 6.8 0.33 2.28 2.40 2.40 
GCB 0.59 Cr 5-4 0.33 2.28 2.70 2.70 
K 0.73 Cr 6.5 0.45 S295 2.72 2.72 
GL ; 
GLL 0.96 Cr 6.6 0.53 fie Bo ae 
GCC E-7a Cr 6.0 1.30 ; 
0.08 As Zod 0.17 55 I.05 1.05 
GaGa 0.15 As 3.9 0.17 1.55 I.10 1.10 
GJK o.21 As 4-3 0.33 2.28 I xe vied 
See eke ah aes aes pias 1.23 
GJL 0.44 As 5.0 0.27 4 5 ‘ 
.00 B 8.1 0.11 1.20 TAZ I.00 
CFO “ae Be 5.8 0.21 1.75 1.59 1.28 
GFP o.11r Be 6.8 0.23 1.85 1.68 £37 
GFS 0.23 Be 5.8 0.35 2.40 2.19 tery 
Str 1.20 1.00 I.00 
eats ere ee oias 1.60 1.18 1.18 
GAL 0.10 Sb 4-7 ae 
GAM 0.21 Sb 6.1 0.16 1.50 1.31 ae 
GAN 0.34 Sb 5.1 0.16 1.50 1.25 x. 
5 0.19 1.65 1.006 1.006 
ae ae sis as 0.17 1.54 0.984 0.984 
e ae Cb 8.7 0.15 I.42 0.960 0.960 
Gyw met Cb 9.4 0.12 1.27 0.912 0.912 
1.32 1.30 I.000 
GDT 0.00 Co 6.8 0.13 ee aioe poke 
GDU 0.22 Co 6.4 0.15 3 
GDW :0.71 Co 6.2 0.14 3% 1.24 954 
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TABLE 2.—(Continued) 


Percentage eoeeae Jominy Ideal 
of Alloy Grain Size Distance Diameter Fa+Fx Fa 
GKA 0.003 Te* 8.9 0.16 I.50 1.05 0.990 
GKC 0.010 Tes 8.6 0.15 1.44 1.03 0.970 
GKD 0.015 Te* 8.8 0.15 1.44 I.0Or 0.950 
GCU 0.003 Te* 7.9 0.18 1.60 be 9) 0.985 
GCX 0.012 Tet 7.9 0.16 1.50 I.16 0.960 
GHA 0.00 Ge 5.6 0.24 1.90 I.00 1.00 
GHB 0.059 Ge 5.5 0.23 1.85 1.00 I.00 
GHC 0.106 Ge ae 0.23 1.85 I.00 1.00 
GHD 0.165 Ge 5.6 0.23 1.85 I.00 1.00 
GMO 0.03 Ti 7.8 0.15 1.43 0.945 0.945 
GMP 0.05 Ti aie 0.17 I.52 0.849 0.849 
GMR 0.10 Ti 9.1 0.14 ¥.37 0.857 0.857 
GMS 0.16 Ti 8.5 0.11 1.20 0.707 0.707 
GW 0.06 Ti 7.4 0.13 1.30 Lary 0.800 
GX 0.11 Ti Pak 0.11 1.18 1.05 0.799 
GDP 0.03 Al 8.2 0.09 I.02 I.05 I.05 
GMT 0.06 Al 9.0 0.14 1.38 1.05 1.05 
GDS 0.06 Al 745) O.1II 1.16 £20 In 21 
GMU 0.12 Al 8.3 0.14 1.38 1.03 I.03 
GMW 0.19 Al 5.6 0.25 1.95 1.24 I.24 
GME 0.02 Sn 8.1 0.21 En7% 1.02 1.02 
GMG 0.06 Sn Tok 0.25 1.95 I.07 1.07 
GMH 0.11 Sn 6.6 0.27 2.02 I.12 I.12 
GMJ 0.17 Sn 6.2 0.29 oPigs wa Tr6 1.16 
@ Added. 
8; 
7 
oe 
“5 
ro) 
> 
ai 
Ea V oe 
oll \ 
=) 
3 _ 
2 [eats 


LL of ee a 
ee 


PER CENT ALLOY 
Fic. 17.—COMPARISON OF MULTIPLYING FACTORS FOR Mn, Cr, Si, Ni, Cu. 


ix 
im 


IRVIN R. KRAMER, ROBERT H. HAFNER AND STEWART L. TOLEMAN 


of both, since the chemical samples were 
taken from the upper end of the end-quench 
hardenability bar. It would be worth while 
to know how the proportion of insoluble 


FACTOR 


MULTIPLYING 
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Fic. 18.—CoMPARISON OF MULTIPLYING FACTORS FOR Be, Mo, Sb, Al, Sn, As, Co, Cb, Te, Ti. 


titanium carbide changes with carbon 
content and the austenitizing temperature. 

The effect of the elements that form 
stable carbides depends upon the austen- 
itizing temperature and how completely 
such elements are in solution. The effect 
on hardenability is greater when the steels 
are held at a sufficiently high temperature 
and for a time long enough for the carbides 
to go into solution. When they are quenched 
- from too low a temperature, the harden- 
ability may be low either because the 
alloying elements have combined with 
carbon to decrease the alloy and carbon 
content available for hardenability or the 
undissolved carbides may act as nuclei for 
the transformation reaction. 
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Of considerable interest is the number 
of different types of alloying elements that 
decrease hardenability; namely, cobalt, 
tellurium, columbium and titanium. 


0.6 0.8 10 


The decrease of hardenability by cobalt 
may perhaps be associated with the fact 
that in the binary iron-cobalt system, 
cobalt raises the transformation tempera- 
ture and decreases the hysteresis of the 
alpha-gamma transformation between heat- 
ing and cooling. 

While titanium and columbium both 
form stable carbides and nitrides, their 
individual effects on hardenability cannot 
be explained in the same manner. The 
decrease in hardenability due to the loss 
of available carbon by the formation of 
CbC or TiC is sufficient to account for the 
effect of columbium but not of titanium. 

Tellurium, like sulphur, combines with 
manganese but its effect on hardenability 
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is far greater than can be attributed to the 
formation of manganese telluride. 


SUMMARY 


The effect on hardenability of nickel, 
chromium, molybdenum and copper 1s 
substantially that reported by Grossmann, 
while that of manganese agrees with the 
results of Crafts and Lamont. Silicon was 
found to have a greater effect than re- 
ported by either Grossmann or Crafts and 
Lamont. Beryllium, arsenic, antimony, tin 
and aluminum increase hardenability; 
cobalt, columbium, titanium and tellurium 
decrease it, while germanium has no 
effect. 
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DISCUSSION 


(This discussion refers also to the paper by 
Crafts and Lamont, which begins on page 157) 


(C. M. Loeb, Jr., presiding) 


C. M. Lors, Jr,* New York, N. Y—A 
couple of years ago I attended a symposium 
on Caustic Embrittlement in Steel and one 
of the gentlemen who gave one of the 15 papers 
at that symposium made a statement that I 
think applies here. He said something like this: 
“Gentlemen, we have 15 papers on this 

= Vice 
Company. 


President, Climax Molybdenum 
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symposium on caustic embrittlement. I sin- 
cerely hope that next year there will be fewer. 
That will mean that we know something about 
caustic embrittlement.” 

I think we are about at the same stage in 
this interpretation of data as a result of work 
started by Grossmann, and I believe that the 
discussion, both oral and written, should be 
in some detail, so that we can all get more 
facts on which we could base ultimate con- 
clusions. Are there any written discussions 
first, please? 


G. F. Comstocx,* Niagara Falls, N. Y.— 
This paper is of so much practical interest, 
in view of the increasing use that is being made 
of the property of hardenability in alloy steels, 
that it is disappointing to find it so much 
condensed and lacking in detail. No doubt 
this is not the fault of the authors, however. 
An explanation of the meaning of the symbols 
FA and FX in Table 2 would be helpful, and 
it would seem that space might have been 
provided at the top of this table for self- 
explanatory headings of the sixth and seventh 
columns. It seems that in many instances FX 
must simply be unity, for in the Si, Mo, Cr, 
As, Sb, and Cb steel series, for instance, the 
values given in the two columns are identical. 
Some explanation for this, or for. the values 
being different in other series of steels, seems to 
be called for. 

It would also have been helpful if the total 
titanium contents of the titanium steels had 
been given, as presumably the titanium values 
in Table 1 are acid-soluble titanium, although 
they are not so marked. The reason for using 
acid-soluble titanium anyway is not entirely 
clear. Crafts and Lamont, who are referred to 
as authority for this practice, did not discuss 
titanium at all in the reference given. If 
titanium oxide alone were eliminated from 
consideration by basing the results on acid- 
soluble titanium only, as is true for aluminum, 
this procedure might be justified, but actually 
more or less of the carbide is also disregarded, 
and it is not clear why this should be done in 
studying hardenability any more than chro- 
mium or molybdenum carbides are dis- — 
regarded. Just because titanium carbide 


*The Titanium Alloy Manufacturing Com- 
pany. 
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happens to be less soluble in acid is no proof 
that it has no effect on hardenability. 

In our work with titanium steels it has not 
often been found that attempts to distinguish 
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authors and by Crafts and Lamont in the 
reference cited in the paper. Data obtained 
from specimens end-quenched from 1950°F. 
agreed very well with data obtained with 
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between titanium carbide and titanium in solid 
solution, by analyzing for acid-soluble and 
insoluble titanium, have led to useful results. 
It seems that the carbide, if occurring in 
sufficiently fine particles, is sometimes partly 
soluble in acid. Possibly the presence of nitride, 
which exists in solid solution in the carbide, 
has also some effect on the solubility of the 
particles in acid. We have found that it leads 
to more consistent results in practice to base 
our investigations of the effects of titanium 
on the total titanium content of the steel. 
The error arising from the presence of titanium 
oxide has not appeared to be serious, since 
metallographic examination indicates that 
titanium oxide is not as apt to remain in the 
steel as alumina is, except perhaps in the higher 
alloy steels, where more than enough titanium 
is present to combine with all the carbon. 

Our conclusions as to the effect of titanium 
on the hardenability of steel are quite different 
from the authors’, and are as shown on the 
chart in Fig. 19. Each dot here represents the 
factor from one test. The steels used ranged 
from 0.23 to 0.40 per cent carbon, and from 
0.62 to 1.69 per cent manganese. All the impuri- 
ties revealed by the spectrograph were deter- 
mined by analysis, and allowed for. The method 


_ of testing was the same as that used by the 


1 02 03 O4-05 06.07 08 09 
Total titanium content, per cent 


Fic. 19.—AVERAGE CURVE FOR ALL DATA ON HARDENABILITY FACTORS FOR TITANIUM, OMITTING 
DOUBTFUL POINTS. 
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1550°F. quenching, the differences in grain 
size being considered, of course. 

Our results are based on total titanium, and 
the authors’ curve might agree with the lower 
part of ours if their results could be plotted 
against total titanium too. But their failure 
to find any titanium factors above unity is 
not explained. It would seem that the soluble 
titanium should be more effective for promoting 
hardenability than the insoluble or carbide 
portion, if any difference is to be expected, yet 
these results apparently indicate the opposite. 
Our specimens, unlike those used by the 
authors, were not normalized twice, and were 
not held 2 hr. in graphite blocks before the 
end-quenching; but they were protected against 
scaling at the quenched end by our regular 
method, as described on p. 225 of Metal 
Progress for February 1943. 

Perhaps the authors’ failure to obtain any 
increase in hardenability from the titanium 
in their steels may have been due to the long 
soaking of the test specimens in graphite, 
resulting in combination of all the titanium 
with carbon near the surface where the hard- 
ness tests were made after quenching. The 
samples used for the chemical analyses may 
not have been affected in this way, or their 
“acid-soluble titanium” may have included 


150 


only the finer carbide particles. It is quite 
possible that this influence of the soaking in 
graphite may have affected only the titanium 
steels, because of the greater affinity of tita- 


Ideal Diameter (D1), Inches 


0 02 04° 06 0.8 
Jominy Distance Inches 


F1G. 20.—VARIATION IN BASIC RELATION, IDEAL DIAMETER VERSUS JOMINY DISTANCE. 


nium, as compared with the other elements, for 
carbon. Or could it be possible that in the 
12-hr. treatment at 2300°F. the titanium in the 
outside layers of the authors’ samples, where 
the hardness tests were actually made, was 
largely oxidized? Our ingots were soaked only 
4 hr. at 2200°F. before forging. The authors’ 
views regarding these proposed explanations 
for the difference between their results and ours, 
or on any other explanation that they find 
preferable, would be appreciated. 


G. R. Bropuy* and A. J. MILtEr,* Bayonne, 
N. J.—The scheme proposed by Grossmann 
for the calculation of hardenability of steel 
from composition promises to be a valuable 
tool, but before the scheme can be applied 
broadly, accurate multiplying factors must 
be available. At present the scheme is prac- 
tically successful and according to Grossmann 
“is accurate to 10 to 15 per cent in the great 
majority of cases.” The inference is that 


* Metallurgist, The International Nickel 
Company, Inc., Research Laboratory. 
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occasionally the scheme fails. The present 
paper, together with that of Crafts and 
Lamont® and of Austin and ‘coworkers® have 
evidently aimed at improving on the accuracy 


0 12 + Le 18 20 


of the factors of a number of the elements, but, 
in the writers’ opinions, have not succeeded 
because of: (1) the use of three different 
basic relations between Jominy distance and 
the ideal critical diameter; (2) different and, in 
some cases, wrong methods of choosing the 
Jominy distance to half hardness, and (3) the 
assumption of a linear relation between 
multiplying factor and element content. 

In illustration of the first inaccuracy, the 
relations between ideal critical diameter and 
Jominy distance used by the investigators are 
shown in Fig. 20. Grossmann’s original curve is 
the highest and falls as a simple convex curve. 
Austin, on a redetermination over a short 
distance at the lower end, found the curve to 
fall well below Grossmann’s and to be concave. 
The probable accuracy of this was acknowl- 
edged by Grossmann, who believes that it is 
unimportant because it was only ro per cent 
of the whole curve. Unfortunately, a large 


5 This volume, page 157. 
§ Trans. Amer. Soc. Metals (1943) 31. 
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number of shallow and medium hardening 
steels are included in this range and the range 
between the end of Austin’s curve and the 
uncertain junction with Grossmann’s curve. A 
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and, as might be expected, show a wide 
divergence as the manganese content decreases. 
It is interesting that the recalculated values 
using the authors’ Dy do not agree with the 
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large proportion of the steels of all the investi- 
gations are included within this uncertain 
range. The present authors have used a 
compromise relation shown in Fig. 21 which 
was constructed from the data contained in 
their Table 2. Beyond 0.35-in. Jominy distance, 
the curve, previously convex, becomes either 
linear or slightly coricave as shown. 

To illustrate the influence of these dis- 
crepancies, we have recalculated the authors’ 
manganese series steels, using each of the Dy 
relations mentioned and Grossmann’s factors 
for each element as given. The factors for all 
the elements as listed in the authors’ Table 1 
(p. 143) except manganese were multiplied 
together and each Dy; divided by the product. 
The quotient then should be the manganese 
factor. This we believe to be the accepted 
procedure. The results are shown in Table 3, 


authors’ calculated manganese factors in most 
cases. 

The recalculated factors are plotted in Fig. 21 
together with the various published manganese 
factor curves. The curve labelled ‘Austin 
published” was calculated from his “Ideal 
Critical Diameter—Per Cent Manganese” 
relationship (Fig. 16 of the paper cited). Except 
at the very low manganese contents it agrees 
reasonably well with values calculated by the 
writers for the manganese series of Kramer 
and associates when employing Austin’s ideal 
diameter versus Jominy distance curve. This 
suggests that if Austin had extended his work 
to include more highly alloyed steels he would 
have found also a concave factor curve. If the 
recalculated Grossmann curve be considered, 
the intercept on the D; axis indicates the 
presence of some undetermined element or 
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TABLE 3.—Variation of Determined Ideal Critical Diameter and Its Effect on Calculated Manganese Multiplying Factor 


Calculated Manganese 
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Kramer's 
Reported 


| 


Austin | Kramer 


Factor Using the 
Various Jominy Distance 
Dy Relationship of: 


Gross- 
mann 


Prod. of 

Factors 

Except 
Mn? 


Austin | Kramer 


Ideal Critical Diameter 
According to:4 


Gross- 
mann 


Composition, Per Cent 
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4 Fig. 20. 


+’ Using Grossmann’s factors. 


elements that contribute to hardenability. 
Therefore these calculated factors should be 
divided by the intercept values. If this is done, 
the curve labeled “‘Grossmann +3” is devel- 
oped. This shows a much too small manganese 
effect. Still when the authors’ Dy relation is 
used values well above Grossmann’s published 
curve were obtained and a linear relation to 
composition is mot indicated. The situation is 
quite confusing. 

The second inaccuracy, the choice of Jominy 
distance, arises from the fact that the half- 
hardness point has been determined metal- 
lographically in some cases and in others from 
a measurement of the distance on a Jominy 
bar to a definite hardness, which was chosen 
from the carbon-steel half-hardness curve, in 
spite of the known fact that alloy steels have a 
higher 50 per cent martensite hardness at a 
given carbon level. 

The third inaccuracy results from the original 
assumption of linear factor curves and the 
subsequent subjective construction of linear 
curves in spite of frequent contrary indications 
of the experimental data for some elements. 
The use of these inaccurate factors, which may 
be too small or too large, depending upon the 
true shape of the curve, causes an error in the 
determination of the factor for another ele- 
ment by the Grossmann method. It is believed 
this is the cause of the 10 to 15 per cent 
inaccuracy found, which in most cases is held 
so low only by the doubtful virtue of com- 
pensation. The inferred exceptional cases where 
greater inaccuracy results are those where . 
compensation fails. 


W. Crarts,* Niagara Falls, N. Y.— 
Although the question was directed toward 
Mr. Kramer, I should like to comment on Mr. 
Brophy’s question. He questioned the accuracy 
of Grossmann’s correlation between Jominy 
depth and ideal diameter near the water- 
quenched end of the Jominy specimen, and the 
effect of the discrepancy on the multiplying 
factors. It is felt that the ideal diameter in 
Grossmann’s curve is somewhat on the high 
side but that the Austin curve is probably on 
the low side. In the work by Mr. Lamont and 
myself, this point was checked to a limited 
degree and it was considered that the error 


*Union Carbide and Carbon Research 
Laboratories. 
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in using Grossmann’s curve was too small to 
produce significant differences in the factors 
estimated from shallow-hardening steels. In- 
asmuch as most of our steels had hardenability 
beyond the questionable range, the Grossmann 
curve was not modified for determining multi- 
plying factors. 

It is believed that the nonlinear or S-shape 
tendency of some of the multiplying factors 
described by Mr. Brophy may be explained 
more reasonably by reference to the mode of 
transformation of the steel. For manganese 
and nickel we found a significant break in the 
multiplying factor at high alloy contents that 
corresponded with a change in the character 
of the nonmartensitic structure. Similarly, in 
high-chromium and molybdenum steels the 
factor derived from “ half-martensite”’ hardness 
also broke to higher levels. This was found to 
result from the transition from pearlite to 
harder bainite in the nonmartensite portion 
of the structure as the alloy content was 
increased. The hardness of the nonmartensite 
portion of the structure at “half martensite” 
varies to such a degree, owing to the specific 
effects of the various elements, that the signifi- 
cance of factors based on “half-martensite” 
hardness is limited to some extent by the 
specific compositions that are tested. 

It is believed that this is also true to a lesser 
degree in factors derived from microscopic 
determination of the ‘‘half-martensite”’ point. 
This is considered to be the probable major 
reason for the differences between the silicon 
and nickel factors determined by Messrs. 
Kramer, Hafner, and Toleman and those 
determined by Mr. Lamont and myself. The 
questionable significance of the “half-martens- 
ite” point and the difficulty of measuring it in 
nonpearlitic steels suggests that it might be 
more reasonable to base’hardenability measure- 
ments on 100 per cent than on 50 per cent 
martensite. 

The reliability of analysis and the significance 
of acid-soluble titanium are open to some 
question, and it would be appreciated if the 
total titanium analyses could be given. In 
our analyses it appeared that a large part of 
the titanium that had an effect on increasing 
hardenability and was presumed to be soluble 
in the austenite, was converted to an acid- 
insoluble’ carbide after transformation, so 
that the acid-soluble titanium figure repre- 
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sented less than the amount of titanium that 
was available to affect hardenability. 


C. H. Junce,* Chicago, Ill—I would like 
to comment a little about the use of the 
Jominy end-quench test as applied to cast 
steels. It is understood that the “critical 
hardness”? of a steel is the hardness of an 
aggregate composed of 50 per cent. martensite 
and 50 per cent fine pearlite. Many times in 
cast steels subjected to the end-quench test, 
it is found that some precipitated proeutectoid 
ferrite is present in the specimen in the region 
of apparent critical hardness. To what extent 
does the presence of this third microconstituent 
interfere with the relationship between carbon 
content and critical hardness (Grossmann’s 
Fig. 29), and consequently with the correlation 
of Jominy distance with ideal critical diameter? 
I should be interested to know whether this 
ferrite separation has been encountered by 
other investigators in cast steels, and if it ever 
occurs in rolled or forged hypoeutectoid steels 
tested by the end-quench method. 


I. R. Kramer (author’s  reply).—Mr. 
Comstock has raised a great many questions 
concerning this paper, some of which are quite 
important because they have a definite funda- 
mental bearing on the hardenability problem. 
The question of the use of acid-soluble titanium 
instead of total titanium and the correlation 
of acid-soluble titanium with hardenability 
arises from the difficulty in selecting a single 
parameter to express the hardenability of steels 
containing stable carbide-forming elements. 

The question is more involved than the 
distinction between oxides and dissolved 
alloying ‘element, which was made by Crafts 
and Lamont for aluminum. In the latter case 
the effect of using acid-soluble aluminum was 
simply to allow for the part of the alloying 
element that was tied up as oxides or sulphides, 
which played no role in the hardenabilities 
of the steels. With titanium, the problem is 
more involved, since titanium forms stable 
carbides, which are present at the austenitizing 
temperatures. This fact has been substantiated 
by Mr. Comstock himself in a paper presented 
before the American Society for Metals, 
entitled “Some Effects of Heat Treatment on 
Low Alloy Titanium Steels.” These titanium 
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carbides act to lower the available titanium method is reliable and gives reproducible 


and carbon content of the steel and also act 
as nuclei for the transformation reaction on 
cooling. 
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results. ‘ 
| The amount of undissolved titanium carbides . 
does not seem to be a simple function of the 
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It therefore appears obvious that a single 
parameter cannot be used to express the 
hardenability factors of titanium steels in terms 
of chemical composition, since both the 
insoluble and soluble portions of titanium 
affect the hardenability in different ways. This 
same situation may very well apply to other 
alloying elements that form stable carbides; 
viz., chromium, molybdenum and vanadium, 
but much more work will have to be done 
before this problem is solved. 

The necessity for a chemical analysis that 
can distinguish between titanium dissolved 
in the ferrite and combined titanium is there- 
fore obvious. We find that 1:1 HCl in water or 
t:t H2SO,g in water will dissolve uncombined 
titanium but will not affect titanium carbide 
if care is taken to eliminate oxidizing agents. 
A variation from 4 to 4 hr. in the length of 
time during which the insoluble residue was 
digested in the acid made no difference in the 
final determination. X-ray analysis of the 
residue showed the presence of TiC and a trace 
of TiO. It is therefore believed that this 


final quenching temperature, especially in the 
vicinity of 1550°F., but it appears to be affected 
by the entire thermal history of the steel. The 
end-quench hardenability bars heat-treated by 
Comstock were normalized at 1650°F. before 
quenching from 1550°F. and probably con- 
tained less undissolved carbides than those 
heat-treated by the authors (Table 4). Our 
test bars were held for a total time of 6 hr. at 
1550°F., which probably resulted in a more 
complete precipitation of titanium carbides. 
We have had an opportunity to obtain data 
on the effect of normalizing treatment on steels 
GMO and GX. When end-quench hardenability 
bars of these steels were normalized at 1650°F. 
instead of 1550°F., the titanium factor of steel 
GMO was raised from 0.95 to 1.0 and that of 
steel GX from 0.80 to 1.0. Therefore it is felt 
that the difference between the titanium 
carbide content of our steels and Comstock’s 
steels may very well explain the differences 
in the hardenability factors. 

It would be interesting to know the per- 
centage of TiC that was present in the steels 
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investigated by Mr. Comstock, so that the 
results could be compared on this basis. The 
supposition that the decrease in hardenability 
with increasing titanium content may be due 
to decarburization or oxidation of the titanium 
during the 12-hr. homogenization treatment 
does not seem reasonable, since the ingots 
of 3-in. diameter and not the fest pieces were 
homogenized in a _ controlled atmosphere 
furnace. After forging to 1}-in. diameter, 
the rounds were normalized before machining 
into test specimens. As to the statement that 
low hardenability might be due to the carburi- 
zation of the test pieces, the specimens did not 
show any evidence of such carburization when 
examined under the microscope; in fact, the 
outer surface was very slightly decarburized. 

The authors agree with Mr. Comstock that 
the brevity of this paper may have caused some 
inconveniences. Although the statement was 
made on page 144 of the test that acid-soluble 
titanium was determined and the caption of 
the titanium factor curve (Fig. 8) is so des- 
ignated, it should also have been noted in 
Table 2. The factor Fa is, of course, the 
hardenability for the alloying element under 
study. Where the factor curve did not extra- 
polate to one for zero per cent alloying element, 
it was assumed that the undetermined alloying 
elements together gave a residual factor Fx. 
The factor Fx was divided into the factors 
Fa X Fx to obtain Fg. This procedure was 
based upon the assumption that the undeter- 
mined element remained constant in steels 
made from the same heat. 

Messrs. Brophy and Miller have raised 
three questions for the purpose of clarifying 
some of the inconsistencies in the hardenability 
factors as determined by the several investi- 
gators. Unfortunately, their curves in Fig. 20 
were based upon incorrectly reported values 
for Jominy distances in our Table 2. The cor- 
rections are as follows: 


Correction of Table 2 


Jominy 


oe miny 
Distance 


istance 


The authors are inclined to agree with the 
statements given by Mr. Crafts that for the 


a 


TSS 


most part the Jominy ideal critical diameter 
correlation curve proposed by Grossmann is 
correct. There has been, however, some 
evidence that the extreme lower end of the 
curve is too high. To correct this the authors 
have used a curve that was obtained by 
replotting the center portion of Grossmann’s 
curve on a logarithmic scale to obtain a linear 
curve and extrapolating the lower end of the 
curve (Fig. 22). 


TABLE 4.—Chemical Analysis of 
Titanium-bearing Steels 


Per CENT 

bd ee 

Acid- ine L as 

Total . Carbide 

Steel Ti eee TiO2 antes 

| | | Carboni- 
| tride 
GMO 0.08 0.03 0.05 
GMP 0.16 0.05 0.11 
GMR 0.17 0.10 0.003 0.07 
GMS 0.35 0.16 0.OIL 0.18 


It is not at all surprising that the authors’ 
calculated manganese factors do not agree 
with those recalculated by Messrs. Brophy 
and Miller using Grossmann’s factors for all 
elements except manganese as given in Table 3. 
The authors in their calculations used Gross- 
mann’s data for carbon, grain size, sulphur and 
phosphorus, as stated on page 140, and their 
own derived factors for the other elements 
present. 

The second source of inaccuracy referred to 
by Messrs. Brophy and Miller is in the choice 
of 50 per cent martensite on half-hardness as 
a criterion of hardenability. This we agree 
could be a possible source of error. However, 
for most steels used in this study, the Jominy 
curves dropped very sharply in the vicinity 
of the 50 per cent martensite zone. Error might 
be expected only when the transition from 
martensite to pearlite occurs over a consider- 
able range. The authors have tested some 30 
steels of varying carbon, nickel, titanium, 
chromium and molybdenum contents and have 
found that the so per cent martensite and 
half-hardness distances agree within +10 per 
cent. When the 50 per cent martensite zones 
were difficult to determine, it was felt that any 
disagreement in Jominy distance resulted from 


156 


inaccuracies of estimation rather than a real 
difference. Nevertheless, for high hardenability 
steel the choice of the proper hardenability 
parameter is still unanswered, for it must be 
remembered that Grossmann’s definition for 
hardenability was chosen because of its ease 
of measurement rather than because it was 
a fundamental hardenability parameter. A 
hardenability distance measured to a point 
consisting of 50 per cent martensite and 50 
per cent bainite certainly cannot be regarded 
as equivalent to a point consisting of 50 per 
cent martensite and 50 per cent ferrite plus 
pearlite. 3 

The authors were not aware that Gross- 
mann’s original hypothesis required that the 
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factor curves be linear, as stated by Messrs. 
Brophy and Miller. In fact, Grossmann’s 
factor curve for silicon and Craft’s factor curves 
for manganese and nickel were curvilinear. 
It appears that in most cases the points are 
represented by a linear function as well as by 
any other curve. Perhaps when more data are 
available the form of the curves will change. 

Mr. Junge’s question on the effect of pro- 
eutectoid ferrite on the correlation between 
carbon content and critical hardness is covered 
in the reply to Messrs. Brophy and Miller. 
The precipitation of proeutectoid ferrite is 
nearly always encountered in rolled or forged 
hypoeutectoid steels at the critical hardness 
zone. 


Effect of Some Elements on Hardenability 


By WALTER Crarts,* Memser A.I.M.E., AND JoHN L. Lamont* 
(Chicago Meeting, Octcber 1943) 


AN investigation has been made of the 
multiplying factors for some of the more 
common alloying and deoxidizing elements 
for use in calculating hardenability of 
steel according to Grossmann’s method.! 
The factors for manganese, silicon, and 
aluminum that were reported in an earlier 
communication? have been confirmed by 
microscopic determination of the half- 
martensite structure rather than on the 
basis of an empirically determined hardness 
corresponding to a half-martensite struc- 
ture. Measurement of ideal critical diameter 
by microscopic examination was found to 
be necessary for other alloying elements, 
and multiplying factors for nickel, chro- 
mium, molybdenum, zirconium, vanadium, 
titanium, and boron have been determined. 
- The nature and order of magnitude of the 
multiplying factors reflect the effect of 
the alloying elements on the structural 
character of the steel. Except for nickel 
and vanadium, the multiplying factors 
agree fairly well with previously published 
results. Good correlation between actual 
and calculated ideal critical diameters 
-has been found in developing the mul- 
tiplying factors and in checking the results 
against fairly simple steels. However, some 
discrepancies have suggested the need for 
a more thorough study of low-carbon and 
complex steels. 


TESTING PROCEDURE 


The investigation was conducted prin- 
cipally on steels made at the Union Car- 


Manuscript received at the office of the 

Institute Oct. 8, 1943. Issued as T.P. 1657 in 
- METALS TECHNOLOGY, January 1944. 

* Research Metallurgist, Union Carbide and 
Carbon Research Laboratories, Inc., Niagara 
Falls, N. Y. 

1 References are at the end of the paper. 


bide and Carbon Research Laboratories, 
Inc., in high-frequency induction furnaces 
using Armco iron and standard alloying 
materials. However, a few open-hearth 
steels were used in establishing the effect 
of nickel, and the hardenability factor 
for boron was based primarily on open- 
hearth steels. All bars were normalized 
prior to the machining of Jominy harden- 
ability specimens. The Jominy test was 
carried out under conditions standard 
for the test.* Austenitizing temperatures 
judged to be appropriate for the composi- 
tions of the steels were used. 

Chemical analysis was determined on a 
sample taken adjacent to the Jominy 
specimen. Residual amounts of phos- 
phorus, sulphur, nickel, chromium, molyb- 
denum, and copper were determined on 
only one heat of each group made with the 
same materials during the same period. 
“‘ Acid-soluble” aluminum and zirconium 
rather than total amounts were determined, 
as it is considered probable that the acid- 
soluble amount is more representative of 
the effective alloy. As tin was present to 
the extent of only 0.002 per cent, its effect 
was neglected. The method used to deter- 
mine boron in the steels shown in Table 9* 
was developed by Galen Porter, Vincent 
Napoleon, and Thomas R. Cunningham, 
of the Union Carbide and Carbon Research 
Laboratories, Inc., and is a modification 
of J. Naftel’s procedure for boron in soils 


* Tables 1 to 9 have been deposited with the 
American Documentation Institute. To obtain 
them, write to the American Documentation 
Institute, Bibliofilm Service, 1719 N St., N. W., 
Washington, D. C., asking for Document No. 
1804 and enclosing 50¢ for microfilm (images 
1 in. high on standard 35-mm. motion-picture 
film) or $1.50 for photostat (6 by 8 in.). 
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and plants. The procedure consists in 
dissolving the steel in phosphoric acid in 
a quartz flask equipped with a reflux 
condenser and subsequently separating 
the boron from the iron by cyclic distilla- 
tion with methyl alcohol, the determination 
being finally completed colorimetrically 
in an electrophotometer. 

For the estimation of actual grain size, 
a flat along the length of the Jominy 
specimen, which had been prepared for 
hardness measurements, was polished for 
microscopic examination. Actual grain 
size was estimated in the martensitic 
area of the microstructure. For specimens 
in which the martensitic grains were not 
outlined by a secondary structure, Vilella’s® 
reagent (5 c.c. HCl and 1 gram picric acid 
in too c¢.c. ethyl alcohol) was used to 
develop the outlines of the prior austenite 
grains. 

To determine whether the hardness at 
50 per cent martensite for steels containing 
different alloys could be estimated with a 
fair degree of accuracy from the hardness 
levels shown in Fig. 29 in Grossmann’s 
paper, Jominy hardenability specimens of 
several different types of steel were sub- 
mitted to microscopic examination along 
the surface prepared for grain-size estima- 
tion. It was observed that the hardness at 
50 per cent martensite was influenced by 
alloying elements to a much greater degree 
than was indicated by Grossmann. The 
difference in hardness at 50 per cent mar- 
tensite appeared to be due to the char- 
acter of the nonmartensitic part of the 
structure, the nature of which is deter- 
mined largely by the amount and type of 
alloying elements in the steel. In order, 
therefore, to determine hardenability fac- 
tors based on 50 per cent martensite, it 
appeared essential that all hardenability 
samples be submitted to: microscopic 
examination for estimation of the depth 
at which so per cent martensite occurred. 
Since carbon and alloys appeared to have 
interrelated effects on the hardness of 
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structures containing 50 per cent mar- 
tensite, no simple hardness relation could 
be established with respect to alloy 
content. 

In calculating the hardenability factors, 
the depth on the Jominy specimen cor- 
responding to the so per cent martensite 


. structure was converted to ideal diameter 


by the relation given in Fig. 28 of Gross- 
mann’s paper. In carrying out the neces- 
sary calculations, it was assumed that 
Grossmann’s factors for carbon, grain size, 
phosphorus, sulphur, and copper were 
correct. Using these factors and those 
determined experimentally, the ideal criti- 
cal diameter was calculated on the assump- 
tion that the elements shown accounted 
for all of the hardenability of the steel. 


The calculation was made according to the 


following formula: 


[D; (C and grain size)][t + f (% Mn)] 
Ir+f (% Si)Jlete.] = Dr 


The multiplying factor for a given ele- 
ment was determined as the ratio between 
the experimentally determined ideal critical 
diameter and the ideal critical diameter 
calculated from the other components of 
the composition. 


Manganese 


The multiplying factor for manganese 
was determined from the steels described 
in Table 1,* and is illustrated in Fig. 1. 
The points fall. reasonably close to a 
straight line up to 1.70 per cent manganese. 
The line shown is the same as that previ- 
ously determined? on the basis of “half 
hardness.” Above 1.70 per cent manganese 
the rate of increase of the factor with 
higher manganese is greater. For con- 
venience, the factor is shown as two 
straight lines rather than a curved line, 
but a curved line might represent the 
points equally well. The factor may bé 
expressed as [1 + (4.08)(% Mn)] up to 
1.70 per cent manganese, and as [1 + 
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(6.0)(% Mn — 0.55)] above 1.70 per cent 
manganese. 
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ness,’”? and is consistent with the points 
established from microstructure. It was 
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Silicon 


The multiplying factor for silicon is 
based on the data in Table 1 and is shown 
in Fig. 2. The line is the same as that 
previously determined from “half hard- 


observed that this agreement is more or 
less fortuitous, as the hardness deter- 
mined at the points of half-martensite 
microstructure tended to be higher as the 
manganese increased and lower as the 
silicon increased. The greatest discrepancies 
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between half hardness derived from Fig. 29 
in Grossmann’s paper! and actual hardness 
at the point of half martensite would, 
therefore, be anticipated in high-man- 
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Fic. 3.—MULTIPLYING FACTOR FOR ACID- 
SOLUBLE ALUMINUM. 


ganese, low-silicon or high-silicon, low- 
manganese steels. Inasmuch as the data 
would tolerate only a minor change, the 


Multiplying Factor 


1.0 2.0 


previously established silicon factor was 
retained. It may be expressed as [1 + 


(0.67)(% Si)]. 
Aluminum 


For aluminum, the multiplying factor, 
as shown in Fig. 3 and Table 2, based on 
half martensite, is also the same as that 
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found for half hardness, although a 
tendency was observed for the hardness 
of the half-martensite structure to be 
lowered by aluminum. The multiplying 
factor is represented by the expression 


[z + (0.03)(% Al)]. 


Nickel 


As shown in Fig. 4 and Table 3, the 
multiplying factor for nickel becomes 
relatively higher above 3.20 per cent nickel. 
As for manganese, the nickel factor is 
represented as two intersecting straight 
lines rather than as a curved line, and may 
be expressed as [1 + (0.74)(% Ni)] up to 
3.20 per cent nickel and as [1 + (1.5)(% 
Ni — 1.63)] above 3.20 per cent nickel. 
The relatively higher factor in high-nickel 
steels appears to be the result of a tendency 


3.0 
Per cent Nickel 


Fic, 4.—MULTIPLYING FACTOR FOR NICKEL. 
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to eliminate pearlite and bainite in the 
incompletely hardened locations, so that 
the structures consist mainly of martensite 
and ferrite. 

This multiplying factor is somewhat - 
higher than that suggested by Grossmann, 
and is of the same order as that shown by 
Edson.° As in some of the steels containing 
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fairly large amounts of other alloys, it is Chromium 

somewhat difficult to establish the half- The multiplying factor for chromium is 
martensite point. In nickel steels, this is shown in Fig. 5. It was derived from the 
due in part to the acicular nature of the data given in Table 4. This chromium fac- 


eee nea elo lrelie LED 
6. HR 
NPR eee 


7.0 


fi 
NI 
i: 


wn 
. 
oO 


- 
. 
oO 


Multiplying Factor 
Ww 
° 


Per cent Chromium 
Fic. 5.—MULTIPLYING FACTOR FOR CHROMIUM. 


ferrite and in part to heterogeneity. tor is in close agreement with the upper 
The more severely banded steels tend to border of Grossmann’s chromium factor. 
have a lower factor but are within the However, no steels of relatively low hard- 
range indicated by the points in Fig. 4.  enability were found to substantiate the 
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Nickel appears to raise the hardness of the shading indicated by Grossmann. The 
half-martensite structure slightly, but the chromium factor may be expressed as 
trend has not been observed consistently. [1 + (2.16)(% Cr)]. 
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The structures of partially hardened 
high-chromium steels contain low-tem- 
perature bainite, which is readily dis- 
tinguishable from martensite after a heavy 
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the same order as that given by Gross- 
mann. The molybdenum steels were 
similar to those of the chromium series in 
that the presence of low-temperature 
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Fic. 8.—MULTIPLYING FACTOR FOR VANADIUM. 


etch. The hardness of half-martensite 
structures containing this relatively hard 
nonmartensitic structure is much higher 
than is indicated by the vertical ‘‘feathers”’ 
in Fig. 29 of Grossmann’s paper. If Gross- 
mann’s half-hardness values are used as an 
index of hardenability, the curve of the 
apparent factor increases rapidly with 
higher chromium content in the same way 
as the multiplying factors shown for man- 
ganese and nickel. 


Molybdenum 


As shown in Fig. 6 and Table s, the 
multiplying factor for molybdenum is of 


bainite caused a material increase in the 
hardness of the half-martensite structure. 
The molybdenum factor may be expressed 
as [t + (2.53)(% Mo)]. 

Like the chromium steels, the high- 
molybdenum steels did not give relatively 
low hardenability that would require 
shading of the multiplying factor. How- 
ever, as was indicated by Grossmann, some 
steels have been found to give lower hard- 
enability than that indicated by calcula- 
tion. The greatest discrepancies have been 
noted in steels containing less than 0.35 per 
cent carbon, particularly in those having 
a relatively large number of alloying ele- 
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ments, Examination of these steels has 
not suggested incomplete austenitization, 
as prolonged heating or relatively high 
quenching temperatures have not increased 
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multiplying factor, as shown in Fig. 7 and 
Table 6. The factor is the same as that of 
molybdenum, and may be expressed as 


[t + (2.53)(% Zr)] 


Titanium 
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Fic. 10.—MULTIPLYING FACTOR FOR BORON (TOTAL). 


the hardenability significantly. No satis- 
factory explanation cf this behavior has 
been formulated, and it should be noted 
as a precaution that the hardenability 
factors developed in simple steels are not 
always realized in complex steels. 


Zirconium 


Zirconium, like some other ‘“deoxidiz- 
ing” elements, has a relatively high 


Vanadium 


The vanadium multiplying factor, as 
shown in Fig. 8 and Table 7, was found to 
increase in proportion to the vanadium 
content up to about 0.25 per cent, and to 
decrease at higher amounts. This tendency 
to lower hardenability is presumed to be 
due to the limited solubility of vanadium 
carbide and corresponding depletion of the 


104 


effective carbon in the austenite. Samples 
of many of the steels shown in Table 7 
were quenched from 950°C. (a742°F.) as 
well as from 850°C. (1562°F.), but no 
significant differences in hardenability were 
observed. 

Although the factors are different, Gross- 
mann observed a similar tendency, but 
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hardenability with increase of vanadium 
is much higher in Grossmann’s steel. 
This is notable, as it might be expected 


that up to the limit of solubility the 
vanadium that is in solid solution should 
give the same increase in hardenability 
regardless of the limit of carbide solubility. 
Inasmuch as both sets of steels gave the 
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found a maximum effect of about the same 
magnitude at 0.04 per cent vanadium 
after quenching from 1500°F., and at about 
0.10 per cent vanadium after quenching 
from 1750°F. It would appear that the 
limit of solubility of vanadium carbide 
in Grossmann’s steel was greatly different 
from that found in this investigation. 
However, for small amounts of vanadium 
the multiplying factor or increment of 
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11.—MULTIPLYING FACTORS FOR MANGANESE, NICKEL, CHROMIUM AND MOLYBDENUM. 


same maximum increase in hardenability, 
it might be reasoned that the increment of 
hardenability due to vanadium resulted 
from the tendency toward carbide insolu- 
bility, possibly from concentration at the 
grain boundaries. Up to 0.25 per cent the 
vanadium factor may be represented by 
[x + (1.73)(% V)] but it is evident that 
additional work will be required to deter- 
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mine how the factor varies with steel 
composition or other qualities. 
Titanium 


The multiplying factor for titanium, 
given in Fig. 9 and Table 8, is similar to 
that of vanadium in that it reaches a 


1.8 
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affect hardenability, but the results suggest 
that the amount of inactive titanium is 
rather small. 


Boron 


Because of the unusual behavior of 


boron, the multiplying factor was based 


Multiplying Factor 


O.4 


po 


0.6 0.8 1.0 


Per cent Indicated Element 


Fic. 12.—MULTIPLYING FACTORS FOR SILICON, ALUMINUM (ACID-SOLUBLE), ZIRCONIUM (ACID- 
SOLUBLE), VANADIUM, TITANIUM AND BORON (TOTAL). 


maximum and then drops to lower values 
at higher titanium contents. It is possible 
that the maximum may shift in steels of 
other types. Up to 0.11 per cent titanium 
the multiplying factor may be expressed 
as [x + (5.58)(% Ti)]. The factor is based 
on analytical determinations of total 
titanium in the steel. It is reasonable to 
expect that part of the titanium may be 
isolated in stable compounds that do not 


mainly on open-hearth steels. The open 
circles in Fig. 1o represent open-hearth 
steels and the closed circles represent 
induction-furnace laboratory heats. The 
boron was added either as ferroboron 
or as one of several complex addition 
alloys. All of the steels were made to have 
a fine inherent austenitic grain size except 
steel 195, which is not shown in Fig. ro. 
This steel contained 0.0005 per cent boron 
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but had relatively low  hardenability. 
This result confirms other experience with 
coarse-grained steels and serves to empha- 
size that the multiplying factor shown in 
Fig. 10 is based on steels treated with 
sufficient deoxidizers to produce a fine 
inherent grain size as indicated by the 
McQuaid-Ehn test. 

The multiplying factor increases in 
proportion to the boron content up to 
1.76 at slightly less than o.co1o per cent 
boron, and, as indicated by a limited 
number of experimental steels, the factor 
is maintained at that level up to at least 
about 0.006 per cent boron. The mul- 
tiplying factor for boron up to slightly 
less than 0.0010 per cent may be expressed 
as [1 + (790)(% B)]. It is presumed that 
the negligible effect of boron above 
0.001 per cent results from the formation of 
insoluble iron boride. Unlike vanadium 
and titanium, the boron compound does 
not appear to abstract a constituent that 
affects hardenability, like carbon, so that 
the hardenability is not reduced by higher 
boron contents. 

The effect of boron on hardenability 
did not appear to be affected by the alloy 
composition of the steel or by the manner 
of addition, except as the recovery of 
boron was affected. Sufficiently accurate 
data on the proportion of boron recovered 
from the addition agents were not avail- 
able, so that representative figures cannot 
be given. It appeared, however, that the 
highest recoveries were obtained with 
complex addition agents containing vana- 
dium. The only significant observation 
of a specific influence due to the composi- 
tion of the steel was that the lower carbon 
steels (under 0.40 per cent carbon) tended 
to fall on the high side of the line and that 
higher carbon steels tended to give the 
lower results. 


SUMMARY 


Hardenability multiplying factors for 
the calculation of ideal critical diameter 


EFFECT OF SOME ELEMENTS ON HARDENABILITY 


according to Grossmann’s principle have 
been found to be as follows: 


ELEMENTS MULTIPLYING FACTOR 
Manganese (to 
1 7/19/o eeeeee 1 + (4.8)(% Mn) 
(Above 1.7%).... 1 + (6.0)(% Mn — 0.55) 
Silicone t + (0.67)(% Si) 
Aluminum......... 1 + (0.93)(% Al) 


t + (0.74)(% Ni) 
1 + (1.5)(% Ni — 1.63) 


Nickel (to 3.2%)... 
(Above 3.2%)... 


Chromium......... 1 + (2.16)(% Cr) 
Molybdenum...... rt + (2.53)(% Mo) 
Zitconiuimee ee eee 1 + (2.53)(% Zr) 
Vanadium (to 

O25 9) soe oe et 7s) (Fo. 
Titanium (to 

One eccaens o ta (GaSe lay) 


Boron (to 0.001%).. 1 + (790)(% B) 


These factors are compared graphically 
in Figs. rr and 12. It is of interest to note 
that the factors behave in a semiquantita- 
tive manner in proportion to the specific 
effect of the alloys on the constitution of 
steels. The austenite-forming elements, 
manganese and nickel, increase the factor 
in greater proportion as the amount is 
increased above a critical value. The 
magnitude of the respective factors, how- 
ever, is quite different. The nickel factor 
is of the same order as those of the other 
ferrite-soluble elements, silicon and alumi- 
num. The manganese factor, on the 
other hand, is similar to those of the car- 
bide-forming elements. It is notable that 
the elements usually classed as deoxidizers 
—titanium, vanadium, and zirconium— 
increase hardenability in about the same 
proportion as the carbide-forming elements 
chromium and molybdenum. The boron 
factor is of a wholly different order and 
apparently increases hardenability by a 
special mechanism. 

The consistent manner in which the 
alloys affect hardenability confirms strongly 
the validity of Grossmann’s method of 
calculating ideal critical diameter. It should 
be emphasized, however, that the steels on 
which the factors are based are relatively 
simple types and that they are largely in 
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the range of 0.30 to 0.55 per cent carbon. 
Experience has shown that experimentally 
determined ideal critical diameter, espe- 
cially in low-carbon and complex alloy 
steels, may be only a fraction of the ideal 
critical diameter calculated from multiply- 
ing factors. These discrepancies have not 
been analyzed sufficiently to define accu- 
rately the types of steel in which they may 
be expected. 
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Effect of Several Variables on the Hardenability of High-carbon 
Steels 


By E. S. Rowianp,* JuNIon MEMBER, J. WELCHNER,* MEMBER A.I.M.E., anv R. H. MarsHALL* 


(New York Meeting, February 1944) 


THIS paper presents results on an exten- 
sion into the realm of high-carbon steels 
of some work recently published! on the 
effects of time at temperature, quenching 
temperature and prior structure on the 
hardenability of one 0.20 and four 0.40 
per cent carbon alloy steels. It was shown 
at that time that unless the conditions of 
time, temperature and prior structure are 
substantially the same in performing the 
hardenability test as in conducting harden- 
ing of parts in production, the correlation 
of hardenability information with the 


the quantitative variations produced on 
the hardenability of commercial high- 
carbon steels by changes in these factors 
of time, temperature and prior structure. 


PROCEDURE 


A plain carbon hypereutectoid steel, 
S.A.E. 52100 and Graph-Mo, a molyb- 
denum-bearing high-carbon steel contain- 
ing some graphite, were chosen for this 
investigation. The chemical analyses of 
these electric-furnace steels are given in 
Table r. 


TaBLE 1.—Chemical Analyses 


PER CENT 
Code Type Cc Grace Mn Ss Si Cr Ni Mo 
A Plain C 1.03 0.35 0.018 0.017 0.29 0.15 0.18 0.03 
B 52100 I.O1 0.34 0.021 0.015 0.28 I.44 0.36 0.02 
Cc Graph-Mo I.47 0.20 0.39 0.017 0.018 0.75 0.10 0.15 0.24 


hardness and properties of production 
parts is often not of satisfactory accuracy. 

The general effects of these variables 
on the austenitic grain size, distribution 
of excess carbides and critical cooling 
rate have been known for many years 
and one or more have been investigated 
by Shepherd,?> Davenport and Bain,‘ 
Digges,®* Digges and Jordan,’ Post and 
associates’ and Roberts and Mekhl,® to 
mention only a few. There has been no 
systematic investigation, however, into 


Manuscript received at the office of the Insti- 
tute Nov. 1, 1943. Issued as T.P. 1662 in 
METALS TECHNOLOGY, January 1044. 

* The authors are associated with the Metal- 
lurgical Department, Steel and Tube Division, 
The Timken Roller Bearing Co., Canton, Ohio, 


The procedure used was exactly that 
reported previously,! hence the details 
will not be repeated here. Normalized 
(1650°F.) and spheroidized prior structures 
were utilized on all steels with hot-rolled 
and quenched (1600°F. oil) prior conditions 
added for the plain carbon steel. The 
end-quench test developed by Jominy!® 
was selected for use in this investigation 
and, with the noted exceptions, the 
American Society for Testing Materials 
standard procedure was followed. 

The effect of time at temperature was 
examined at intervals of 0, 10 and 4o min. 
and 4 hr., and a few 16-hr. tests were run. 
Salt-bath heating of the specimens was 
employed to control and minimize the 


' References are at the end of the paper. 


168 


5 


E. S. ROWLAND, J. WELCHNER AND R. H. MARSHALL 


time necessary to reach temperature, a 
value previously determined to be 6 min. 
Quenching temperatures selected were 
1450 F. for steel A, 1550°F. for steel B 
and 1500°F. for steel C. 

The influence of varying quenching 
temperature on the hardenability of all 
three steels was investigated in 50°F. 
increments from 1450° to 1700°F. The 
specimens were heated in a Hump furnace, 
using closed-end metal tubes and spent car- 
burizing compound for protection against 
decarburization. A constant time at tem- 
perature of 40 min. was maintained for 
all temperatures, after allowing the neces- 
sary time for the specimens to reach 
temperature (20 min.). 

Shepherd fracture grain-size values were 
obtained on separate specimens after 
all conditions of testing (Table 2). All 
specimens were examined microscopically 
for decarburization and the effect found 
to be negligible up to 4 hr. in time and 
1650°F. in temperature. At and beyond 
these values, the maximum depth of visible 
carbon depletion was sufficiently close to 
the o.o15-in. depth of flat for hardness 
determination that 0.030-in. depths were 
used. Separate tests without appreciable 
decarburization proved that results at 
these two depths were identical. All 
conditions were run in duplicate and the 
four sets of readings averaged. Results 
were not accepted unless all four readings 
for a given bar position were within 2 
points Rockwell C. All hardenability 
curves were so drawn that the curve itself 
did not deviate from the plotted averages 
by more than 1 point Rockwell C. 


PRESENTATION OF RESULTS 


An analysis of all the hardenability 
data presented indicates that the repro- 
ducibility of results—that is, the experi- 
mental error—is not greater than }42 in. 
at 60 Rockwell C or 0.020 in. at the 50 per 
cent martensite point. Hence, variations 
in hardenability equal to or greater than 
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these values will be considered as actual 
changes rather than due to errors in 
manipulation. 


Steel A 


The hardenability curves for this steel 
in four prior structures with time at 
temperature as a variable are shown in 
Fig. 1.,Comparable information on the 
effect of temperature from spheroidized 
and normalized prior conditions is given 
in Fig. 2. An expected increase in harden- 
ability with increase in both time and 
temperature is evident. As a means of 
more accurately assessing these results, 
the longitudinal flats on the specimens 
were polished, etched and the distance to 
50 per cent martensite measured with a 
Brinell glass. The results for the time and 
temperature variables are shown in Figs. 
3 and 4, respectively, and are substantially 
more accurate than measurements on the 
curves for such a shallow hardening steel. 
Note that the spheroidized prior structure 
produces a higher hardenability than the 
other three prior conditions at all time 
intervals (Fig. 3). With variation in 
quenching temperature (Fig. 4), however, 
the effects of the two prior structures 
also vary with temperature. Below about 
1525°F., the spheroidized condition at 40 
min. produces the higher hardenability but 
above this temperature the normalized has 
the greater value, except at 1700°F. where 
they again meet. 

As a check on this method of testing, 
cylinders of 1-in. diameter were quenched 
in a brine spray and the depth to 50 per 
cent martensite was measured by the 
procedure reported by Barrow and Soler.! 
The data obtained under identical steel 
conditions with time as a variable are 
shown in Fig. 5 and illustrate the much 
superior sensitivity of the cylinder method 
over the end-quench test on such an 
extremely shallow hardening steel. Com- 
parison of the curves of Figs. 3 and 5 
shows, however, that the results are 
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definitely comparable and if accurate utilizing depth to 50 per cent martensite 
measurements of depth are made on the as a criterion of hardenability were ob- 


HARDNESS 


ROCKWELL 


— See 
—— 
fe) as LO 5 2.0 25 
DISTANCE FROM END OF SPECIMEN IN INCHES 


Fic. 1— EFFECT OF TIME AT 1450°F. ON HARDENABILITY OF STEEL A. 


end-quenched bar, a satisfactory inter- tained by the Brinell glass method. From 
pretation of such data can be made. a practical heat-treating standpoint, the 
The end-quenched results presented herein hardenability variations shown for the 
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Fic. 2—EFFECT OF QUENCHING TEMPERATURE ON HARDENABILITY OF STEEL A AFTER 40 MINUTES 
AT TEMPERATURE. 
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Fic. 3.—COMPOSITE EFFECT OF TIME AND PRIOR STRUCTURE ON HARDENABILITY OF STEEL A. 
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Fic. 4.—COMPOSITE EFFECT OF TEMPERATURE AND PRIOR STRUCTURE ON HARDENABILITY OF 
STEEL A. 
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Fic. 5.—CoMPOSITE EFFECT OF TIME AND PRIOR STRUCTURE ON HARDENABILITY OF STEEL A BY 
CYLINDER METHOD. 
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Fic. 6.—EFFECT OF TIME AT 1550°F. ON HARDENABILITY OF STEEL B. 
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I'1G. 7.—EFFECT OF QUENCHING TEMPERATURE ON HARDENABILITY OF STEEL B AFTER 40 MINUTES 
AT TEMPERATURE. 
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I per cent carbon tool steel indicate clearly 
the necessity for control of the variables 
considered. The increase with time from a 
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between production and test results would 
seem to require substantially equal condi- 
tions in the steel just prior to quenching. 


Seat INCH 


DEPTH TO RC 60 


SIXTEENTHS 


1OMIN 40MIN IHR 


2HRS HRS 


TIME, IN HOURS 
Fic. 8—COoOMPOSITE EFFECT OF TIME AND PRIOR STRUCTURE ON HARDENABILITY OF STEEL B. 


spheroidized prior condition is particularly 
important since the variation over a 
4o-min. interval is 0.120 in. (Fig. 5) ee. 
seemingly small change but an important 
one in many production applications. 


Steel B 


The effects of time and temperature for 
this analysis from both spheroidized and 
normalized prior structures are shown in 
Figs. 6 and 7, respectively, and the results 
are summarized, based on depth to 60 
Rockwell C, in Figs. 8 and 9. Here again 
a continuous and expected increase in 
hardenability obtains with increase in 
both time and temperature but the per- 
centage increase is very much greater 
than for the plain carbon steel. 

With time as a variable, the normalized 
prior structure produces a higher harden- 
ability up to about 4o min. at temperature, 
beyond which the spheroidized condition 
assumes superiority (Fig. 8). With varia- 
tion in quenching temperature (Fig. 9), 
the spheroidized prior structure results in 
slightly higher hardenability except at the 
extreme values. These variations appear 
important from a practical standpoint, 
particularly the effect of time, since 
S.A.E. 52100 is normally production 
hardened from a spheroidized prior condi- 
tion in continuous furnaces utilizing quite 
short times at temperature. Correlation 


Steel C 


The curves showing the effect of time 
at quenching temperature on the harden- 
ability of steel C are given in Fig. 1o and 
those depicting the effect of quenching 
temperature in Fig. 11. In this case again, 
the hardenability is sufficiently low so 
that the depth to so per cent martensite 
is a more accurate indication of the very 


small hardenability variations. Conse- 
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Fic. 9.—COMPOSITE EFFECT OF TEMPER- 
ATURE AND PRIOR STRUCTURE ON HARDEN- 
ABILITY OF STEEL B. 


quently, the summarizing curves for time 
and temperature (Figs. 12 and 13) are 
plotted on this basis. It is apparent that 
the hardenability variation with time is 
negligible from both prior structures and 
the total variation due to quenching 
temperature only slightly exceeds the 
experimental error. 


DISCUSSION OF RESULTS 


It must be stated at this point that the 
authors are more concerned with the 
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Fic. 10.—EFFECT OF TIME AT 1500°F. ON HARDENABILITY OF STEEL C. 
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FIG, 11.—EFFECT OF QUENCHING TEMPERATURE ON HARDENABILITY OF STEEL C AFTER 40 MINUTES 
AT TEMPERATURE. 


E. S. ROWLAND, J. WELCHNER AND R. H. MARSHALL 


practical implications of the results pre- 
sented above than in obtaining a satis- 
factory theoretical explanation for all 
the changes in hardenability produced by 
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known and accounts for the higher harden- 
ability of steel B at short heating times 
resulting from normalized as compared with 
spheroidized prior structures, even though 
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Fic. 12—COoMPOSITE EFFECTS OF TIME AND PRIOR STRUCTURE ON HARDENABILITY OF STEEL C. 
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Fic. 13.—CoMPOSITE EFFECTS OF TEMPERATURE AND PRIOR STRUCTURE ON HARDENABILITY OF 
STEEL C. 


the variables mentioned. Some observa- 
tions have been made in the course of this 
investigation, however, which throw some 
light upon the causes of these changes. 
Considerable additional experimental work 
is admittedly necessary for a thorough 
scientific explanation. 

Ina given high-carbon steel, it is believed 
that four factors control the hardenability 
obtained under a given set of conditions: 
(x) rate of carbon solution in the austenite, 
(2) concentration gradients of alloying 
elements, (3) grain size at the instant of 
quenching and (4) the exact number and 
distribution of nucleating carbides. All 
of these factors are interrelated and 
impossible of complete separation with 
the data at hand. 

The faster rate of carbon solution from a 
fine lamellar prior structure, due to its 
high ratio of area to volume, is well 


the grain size is slightly coarser from the 


latter condition. With alloy carbides 
present, the greater resistance of these 
carbides toward solution causes this 


difference to persist for an appreciable 
time period (Fig. 8) while in steel A (Fig. 5) 
the solution rate from both prior structures 
is so rapid that the effect is overshadowed 
by other factors. 

The part played by alloy concentration 
gradients in the austenite in limiting the 
hardenability is difficult to assess in these 
steels. Roberts and Mehl® considered the 
effect of carbon concentration gradients 
on hardenability to be negligible. In 
previous work on lower carbon alloy steels,’ 
it was shown, however, that hardenability 
increased with increasing time long after 
visible carbide had disappeared. It was 
presumed that this condition was caused by 
decrease in concentration gradients of 
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alloying elements in the austenite, and 
this reasoning extended to the present 
steels. 

The factors of grain size and carbide 
nuclei must be considered together, since 
they are so closely interdependent. In- 
crease in carbon solution brought about 
by increase in either time or temperature 
destroys carbide nuclei in the austenite. 
Such changes are almost universally 
accompanied by an increase in grain size, 
and one is tempted to conclude without 
direct experimental evidence that increase 
in grain size is the result of destruction of 
carbide nuclei. The very fact that differ- 
ences in grain size exist as a result of 
heating from different prior structures 
supports the view that grain size is con- 
trolled by the nucleation existing in the 
austenite. 


HARDENABILITY OF STEELS 


in steel B after the 10-min. time period from 
annealed and normalized prior structures, 
respectively. Figs. 16 and 17 reveal the 
changes in carbide condition after the 
4-hr. time period. The greater loss of 
carbides from the annealed prior structure 
over this time interval is clearly evident, 
as well as the fact that the annealed shows 
definitely more carbide at 10 min. and 
slightly less at 4 hr. than the corresponding 
structures resulting from the normalized 
prior state. Beyond the short time period 
in which the effect of rate of carbon solution 
is the controlling factor, these changes in 
visible carbide condition very closely 
parallel the variations in grain size and 
hardenability. The hardenability differ- 
ences produced by normalized and annealed 
prior structures at all time intervals are 
admittedly small, but the 4o-min. time 


TABLE 2.—Fracture Grain Size 


Steel A Steel B Steel C 
Plain Carbon S.A.E. 52100 Graph-Mo 
Type Prior Cond. 
Normalized | Annealed | Normalized | Annealed | Normalized | Annealed 
Time at temperature 
Oats. sauaoppadesoesaresadson 8l¢ i 9 846 8 816 
UOMiaabhloG oo csucocceperenasede eas 7344 7 816 8 8 816 
OVE ee ac once ee ee 738 644 734 7 81g 845 
Wins Son ee Gre tnt ecole nace eee a 732 616 7 61g 8 
Quench temperature, deg. F...... 
TARO wha Sees Aice itotenee behets eae 716 646 9 8 7 L 
T SOO LES on ea aoe 74 646 816 8 734 A : 
ES SO rte a te aa a eee 5) 6 8 714 716 114 
TOO OM otras scone 434 416 734 6 76 7 
TOS.Olsics edie ik ahepsreteds faachenee eokeeoneeeere 433 4 5% 44 616 614 
Ti FOO co opsous cranny te bakereucele rem Pat cer ote hi aks 4 3 4 334 644 6446 


In an attempt to evaluate the carbide 
nucleation conditions in the austenite 
just prior to quenching, the longitudinal 
flats of all end-quenched specimens were 
polished, etched and examined micro- 
scopically for relative number of visible 
carbides in the quenched structure. With- 
out exception, it was found that in a given 
steel the prior structure that exhibited 
the higher hardenability under the same 
conditions of test contained fewer visible 
carbides in the quenched microstructure. 
Figs. 14 and r5 show the carbide condition 


period was repeated on five heats of 
S.A.E. 52100 steel and, in every case, the 
annealed prior structure produced slightly 
higher hardenability and fewer carbides 
in the quenched microstructure. 

Figs. 18 and 19 reveal the structures 
produced by 4o min. at 1450°F. for steel A 
from annealed and normalized prior struc- 
tures, respectively. Analogous results, 
using a 1600°F. quenching temperature, 
are shown in Figs. 20 and 21. The reversal 
in carbide content with increase in tem- 
perature is coincident with the harden- 
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ability reversal (Fig. 4) and _ follows 
the grain-size variation extremely closely 
(Table 2). 


Finally, 


The foregoing are merely examples of 
the general observation that changes in 
visible carbide content with variation in 
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Fics. 14-17.—STEEL B. X 1000. 
. 14. Ten minutes at 1550°F. from annealed condition. 
. 15. Ten minutes at 1550°F. from normalized condition. 
. 16. Four hours at 1550°F. from annealed condition. 
. 17. Four hours at 1550°F. from normalized condition. 


numerous carbides in the quenched struc- 
tures of steel C after 4 hr. at temperature 
from the annealed state and after 40 min. 
at 1700°F. from the normalized condition 
are shown in Figs. 22 and 23. This analysis 
showed little discernible variation in 
carbide content over the range of condi- 
tions studied, a parallel and surprisingly 
small grain-size variation and no significant 
hardenability change. 


both the hardenability and _ grain-size 
variation. The conclusion is almost ines- 
capable that some definite relationship 
exists between the number and distribution 
of visible carbides and the corresponding 
number and distribution of submicroscopic 
carbide particles that actually act as 
nuclei for austenite decomposition on 
quenching. This generalization apparently 
does not extend to different analyses but 
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Fics. 18-21.—Strret A. X 1000, 
Fig. 18. Forty minutes at 1450°F. from annealed condition. 
Fig. 19. Forty minutes at 1450°F. from normalized condition. 
Fig. 20. Forty minutes at 1600°F. from annealed condition. 
Fig. 21. Forty minutes at 1600°F. from normalized condition. 

Fics. 22-23.—STEEL C. X 1000, 
Fig. 22. Four hours at r50o°F. from annealed condition. 
Fig. 23. Forty minutes at 1700°F. from normalized condition. 
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does seem to be valid in a given type of 
steel. 


SUMMARY AND CONCLUSIONS 


The effects of time at temperature from 
zero minutes to 4 hr. and quenching 
temperatures from 1450° to 1700°F. on the 
end-quenched hardenability values were 
determined from both normalized and 
spheroidized prior structures. As a result 
of this work, the following general con- 
clusions were reached: 

1. From a practical heat-treating stand- 
point, it appears advisable to adjust the 
factors of time, temperature and prior 
structure in performing the hardenability 
test to those used in production treating of 
parts in order that the test information 
may be accurately applied. The exception 
seems to be those steels of such high carbon 
content that excessive carbide nucleation 
renders them insensitive to the variables 
considered. 

2. The hardenability changes produced 
in a given analysis by variation in time, 
temperature and prior structure are pre- 
dictable from a knowledge of the rate of 
carbon solution from the prior structure 
used, the grain size and the number and 
distribution of nucleating carbides. The 
additional factor of concentration gra- 
dients of alloying elements is probably of 
minor importance. 

3. Microscopic evidence is presented to 
show that a definite relationship exists 
between the number and distribution of 
visible carbides in the quenched micro- 
structure of a given hypereutectoid steel 
and the hardenability result, in that the 
conditions that produced the higher harden- 
ability also caused fewer visible carbides 
in the microstructure. Such evidence 
points to the existence of a definite relation- 
ship in a given steel between the number 
and distribution of visible carbides and the 
corresponding number and distribution of 
submicroscopic carbides that may actually 
act as nuclei for austenite decomposition 
on quenching. 
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DISCUSSION 
(Walter Crafts presiding) 


E. S. Davenrort* and R. L. Ricxertt,* 
Kearny, N. J—One very interesting feature 
of this paper is the shape of the end-quench 
hardenability curves for S.A.E. 52100 shown 
in Figs. 6 and 7. Most of these curves exhibit 
a “‘shelf” or “‘hump” beginning 3¢ to 1 in. 
from the quenched end of the specimen. We 
obtained a somewhat similar curve for NE 
9650 and find that the rather unusual shape 
of this curve can be explained on the basis of 
the isothermal transformation diagram for this 
steel. It is very likely, we believe, that a similar 
relationship exists between the end-quench 
curves for S.A.E. 52100 and its isothermal 
transformation characteristics, even though the 
microstructure of this steel will be somewhat 
different from that of NE 9650. 

The end-quench curve for NE 9650 is shown 
in Figure 24, in which the “‘shelf”’ begins about 
134 in. from the quenched end. The isothermal 
transformation diagram for this steel is given 
in Fig. 25. The variation in hardness of the 
transformation product with decreasing tem- 
perature should be noted; upon isothermal 
transformation in the “intermediate”? tempera- 
ture range around goo°F. a softer product is 
formed than when transformation takes place 
at either a slightly higher or somewhat lower 
temperature. This anomalous drop in hardness 
is associated, in this steel, with the marked 


* Research Laboratory, U. S. Steel Corpora- 
tion. 
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change in microstructure shown in Fig. 26. 
The isothermal transformation diagrams of a 
number of other steels, including S.A.E. 52100, 
show a drop in hardness in the intermediate 


t8t 


the region represented by the left-hand portion 
of the transformation diagram (Fig. 2). At B, 
the amount of this intermediate-temperature 
product is greater, and it is more ‘‘open”’ in 


C-O048 Mn-l30 Si-O59 Cr-054 NM-O06 Mo-OO/ Z2r-Q025 
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Fic. 25.—ISOTHERMAL TRANSFORMATION DIAGRAM NE 9650. 


temperature range similar to that of NE 9650; 
hence it is to be expected that the end-quench 
curves of at least some of them should be like 
that of NE 9650. 

Metallographic examination of the NE 9650 
end-quench specimen revealed the microstruc 
tures that would be expected on the basis of the 
indications of. the isothermal transformation 
diagram. Referring again to our Fig. 24, the 
microstructure at A consists of martensite and 
an intermediate-temperature transformation 
product, the latter formed on cooling through 


structure, hence softer; fine pearlite begins to 
appear at this point in the bar. From BtoC 
the intermediate-temperature transformation 
product decreases in amount, while fine 
pearlite, which is harder, increases. The soften- 
ing from C to D is caused by a marked increase 
in amount of pearlite and decrease in marten- 
site as the cooling rate of the specimen becomes 
slower, and_ transformation, consequently, 
takes place at higher temperatures. Martensite 
disappears completely at approximately the 
point marked D. In Fig. 25, lines A, B, C, and D 
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are drawn to represent schematically the cool- 
ing rate-transformation relationships for the 
corresponding points in Fig. 24. These lines 
are not, however, the actual cooling curves for 
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E. S. Rowianp, J. WELCHNER and R. H. 
MARSHALL (authors’ reply).—The explanation 
given for the “shelf” or “hump” in some of 
the S.A.E. 52100 curves is indeed interesting 


Fic. 26.—PRODUCTS OF ISOTHERMAL TRANSFORMATION IN NE 9650. X 2000. 
@, L000 Ee, (RIC 26> bs goo lt. RUG sim oco b=. haC-40: 


these points on the end-quench specimen; such 
actual cooling curves would have to be super- 
imposed on a cooling transformation diagram 
rather than on an isothermal transformation 
diagram, in order to represent quantitatively 
the transformation that actually occurs on 
cooling. 

Another feature of the authors’ end-quench 
curves for S.A.E. 52100, shown in Fig. 7, is 
of interest. As the austenitizing temperature 
increases, the hardness at the quenched end of 
the bar increases to a maximum and then 
decreases. The initial increase in hardness is to 
be expected because of the greater amount of 
carbon taken into the austenite solid solution 
as the temperature increases. The drop in 
hardness on quenching from still higher tem- 
peratures suggests an increase in the amount of 
austenite retained at room temperature. Do 
the authors have any evidence to indicate that 
this is true? 


and most plausible. Enough similarity appears 
to exist between the NE 9650 and the S.A.E. 
52100 isothermal transformation curves to 
warrant drawing a parallel in their behav- 
ior during end-quenching. Lessening of the 
“hump” intensity with increasing quenching 
temperature once the maximum efiect is dis- 
played also can be attributed to the change in 
the diagram, as 
progressively more carbon is taken into solu- 


isothermal transformation 


tion at the austenitizing temperature. 

The interpretation suggested by Davenport 
and Rickett for the lowering of the quenched- 
end hardnesses of the S.A.E. 52100 curves 
with increasing quenching temperature beyond 
t600°F. is supported by a microscopic exam- 
ination of the specimens. This steel, as well 
as steel C, shows an increasing amount of 
retained austenite as the austenitizing tem- 
perature is raised. 


Influence of Hydrogen on Mechanical Properties of Some 
Low-carbon Manganese-iron Alloys and on 
Hadfield Manganese Steel 


By Hersert H. Unric,* Mewper A.1.M.E. 
(New York Meeting, February 1944) 


ALTHOUGH the mechanical properties of 
high-carbon manganese-iron alloys, par- 
ticularly the Hadfield manganese steels, 
have been established, the literature dis- 
closes discrepancies in the reported prop- 
erties for the low-carbon alloys. Hadfield!+ 
summarized the existing data up to 1927, 
including the investigations of Guillet, 
Arnold, Strauss, Burgess and Aston, and 
reported his own values for alloys contain- 
ing for the most part from 0.06 to 0.15 per 
cent carbon. He noted: 


From these comparisons it will be seen that 
while there is a broad and general agreement 
as to the character of the alloys at the different 
manganese percentages, there are disparities 
in individual cases, especially as regards the 
degree of toughness or brittleness displayed by 
an alloy with certain percentages and with 
particular types of treatment. These differ- 
ences are not always readily explainable.” 


His data showed that alloys containing 
4 to 10 per cent manganese water-quenched 
from 1000°C. were brittle and hard with 
maximum brittleness at about 7 per cent. 
Slight improvement in ductility was ob- 
tained with compositions from 1o to 17 per 
cent manganese. Alloys containing up to 
17 per cent manganese slowly cooled rather 
than quenched from 870°C., he found, were 
slightly improved in ductility with sig- 
nificant improvement in alloys analyzing 
4.1 and 4.8 per cent manganese. 


Manuscript received at the office of the 
Institute Nov. 27, 1943. Issued as T.P. 1701 in 
METALS TECHNOLOGY, June 1944. : 

* Research Metallurgist, General Electric 
Co.. Schenectady, N. Y. 

1 References are at the end of the paper. 
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Recently Walters, Kramer and Loring? 
reported mechanical properties for alloys 
made up from electrolytic manganese and 
ingot iron and containing from 0.02 to 0.04 
per cent carbon. They showed that a tem-. 
pering treatment at 540°C. (1ooo°F.) for 
one hour significantly improved the duc- 
tility of compositions ranging from 6.7 to 
20.7 per cent manganese. The differences of 
these compared with Hadfield’s results they 
considered to originate in this tempering 
treatment plus the fact that Hadfield’s 
alloys contained higher carbon and phos- 
phorus (0.06 to 0.15 per cent C; 0.06 to 0.07 
per cent P compared with 0.02 to 0.04 per 
cent C, <o.oor per cent P). 

In this paper it is shown that of the low- 
carbon alloys (0.02 to 0.03 per cent) con- 
taining from 3.3 to 21.5 per cent manganese 
moderately or rapidly quenched from 
1000°C. some are brittle or ductile, depend- 
ing on presence or absence of hydrogen. 
Hydrogen is readily absorbed at high 
temperatures, and much of it is retained 
when the alloys are cooled to room temper- 
ature. The presence of hydrogen in the 
range of composition from to to 18 per cent 
manganese is a major factor in determining 
relative ductility. At 22 per cent manga- 
nese, and also at compositions below 10 per 
cent manganese, factors other than or in 
addition to hydrogen play a role. These are 
discussed. Also data are presented to show 
that hydrogen absorbed by the high-carbon 
alloys of Hadfield composition is without 
effect on their mechanical properties. 
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PREPARATION OF ALLOYS AND TEST 
SPECIMENS 


All low-carbon melts were made in a 
to-lb. basic-lined induction furnace using 
electrolytic manganese and hydrogen-fired 
electrolytic iron. These were poured into 
steel molds, except melt 10B, which was 
cast in sand. No silicon or other deoxidizer 
was added. The 1-in. diameter ingots were 
homogenized in air at 1050°C. for 1 to 2 hr., 
swaged to slightly over 44 in., annealed in 
air at 1050°C. for one hour, then machined. 
The supplier’s analyses of the electrolytic 
materials showed all impurities to be very 
low. The alloys can be considered, there- 
fore, representative of relatively pure 
manganese-iron alloys. The Hadfield steels 
were of commercial origin. Chemical analy- 
ses are given in Table 1. 

TABLE 1.—Analyses of Manganese-iron 
Alloys 


Mn, C, 
Per Cent | Per Cent 


Specimen 


a 


Alloy 10A 
Alloy 10B 


ADAOAWORWWO 
0000000000 
° 
tN 


CoMMERCIAL HADFIELD MANGANESE STEELS 


PINOy cA crernsrera nisyate arene love F 
Biloy Biviad scuckin cers oak 13.3 1.34 


@ Supplier's analysis. 


The tensile specimens, 0.406-cm. (0.160- 
in.) diameter and 2.0-cm. (0.8-in.) gauge 
length, were machined from the annealed 
14-in. rods. They were cleaned in boiling 
benzene and heat-treated in quartz tubes, 
either continually evacuated or containing 
slowly flowing hydrogen or nitrogen. The 
vacuum was produced by a Cenco Megavac 
pump. The hydrogen atmosphere was 
obtained using electrolytic hydrogen puri- 
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fied by passing over caustic soda, soda lime, 
and hot copper and finally was dried em- 
ploying P2Os and liquid air. Nitrogen when 
used was similarly purified. Specimens were 
cooled by water immersing the quartz tube 
in which they were contained, but without 
disturbing the gas atmosphere or vacuum 
inside the tube. This was preceded by a 
short air blast to lower the temperature of 
the quartz wall before immersion in water. 
All specimens after treatment were metallic 
bright except the vacuum-treated speci- 
mens, which usually acquired a superficial 
oxide film. 

Temperatures given were automatically 
maintained within +3°C. (+5°F.) using 
Chromel-Alumel thermocouples in con- 
junction with photocell-potentiometric con- 
trollers. Absolute temperatures were based 
on frequent calibrations using an auxiliary 
platinum-rhodium thermocouple. 

The small-size tensile specimens made 
possible a greater number of tests with the 
same material and facilitated heat-treat- 
ment. Comparisons of the o.160-in. diam- 
eter with the standard specimen, 0.505-in. 
diameter and 2-in. gauge length, machined 
from both mild steel and a commercial 18-8, 
showed that properties obtained using the 
small size were comparable with those 
characteristic of the standard-size speci- 
mens. The order of differences expected for 
the manganese-iron alloys as effected by 
alpha and gamma phase can be estimated 
from data given in Table 2. 


EFFECT OF FURNACE ATMOSPHERE ON 
DuctTitity OF 14 PER CENT MANGa- 
NESE ALLOY 


Heating in hydrogen compared with 
heating in vacuum had a striking effect on 
the ductility of some of the alloys. In Fig. 1 
are shown two tensile specimens of low- 
carbon 14 per cent manganese iron. Both 
were treated simultaneously in hydrogen at 
to0o°C. (1830°F.) for 3 hr., followed by 
vacuum treatment at 1000°C. (1830°F.) 
for one hour. Specimen 6 was heated an 
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additional 15 min. in hydrogen at 1000°C. 
(1830°F.) before the mechanical test. 
Despite similar heat-treatment, differences 
in elongation and reduction of area are 
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Hydrogen-treated 14 per cent manga- 
nese-iron alloys, subsequently heated in air 
instead of in vacuum at 1000°C. (1830°F.) 
were ductile though oxidized, illustrating 


AqhAbyhibal (babab i 


Fic. 1.—EFFECT OF HYDROGEN TREATMENT ON DUCTILITY OF 14 PER CENT MANGANESE-IRON ALLOY. 
a. Quenched from 1rooo°C. in vacuum. 
b. Quenched from 1o00°C. in hydrogen. 


marked and arise because of the presence of 
hydrogen in one case and approximate 
absence in the other. Preliminary gas 
analyses of similar specimens showed that 
specimen 6 contains about 40 times more 
hydrogen than specimen a. Rate of cool- 
ing within a wide range did not alter 
the results. Specimens, for example, taken 
directly from (1) a hydrogen atmos- 
phere at 1000°C. (1830°F.) or (2) an air 
atmosphere at r1ooo°C. (1830°F.), and 
rapidly quenched in water were respec- 
tively brittle in the first case and ductile in 
the second. Parallel water quenches of mild- 
steel specimens (0.18 per cent C) of the 
same size, on the other hand, produced 
martensite and were equally brittle whether 
heated previously in vacuum or hydrogen. 
A slower quench of the same steel in a 
quartz tube, as described for manganese- 
iron specimens, produced specimens equally 
ductile whether heated beforehand in 
hydrogen or vacuum. With larger mild- 
steel specimens, the effect of heating in 
hydrogen would be detected by reduced 
ductility,? but the fact that embrittlement 
occurs in specimens of manganese-iron 
alloys 0.406 cm. (0.160 in.) in diameter, 
but not in 0.18 per cent C steel specimens 
of the same size, indicates how much more 
pronounced is hydrogen embrittlement in 
some of the manganese-iron series. 


that hydrogen can rapidly escape despite 
an oxide coat. However, a!loys heated in 
hydrogen at rooo°C. (1830°F.), then air- 
cooled in a 100°C. (210°F.) oven, were 
brittle, indicating that within this shorter 
time of cooling not sufficient hydrogen had 


TABLE 2.—Effect of Size of Tensile Specimens 


on Mechanical Properties 
VALUES AVERAGED FOR Two SPECIMENS 


Specimen Di- 
mensions, In. | tensile ee aisceee Reduc- 
Strength, St aah tion of 
Lb. per a ee Ht eae Area, 
Diam-| Gauge | Sq. In. Sq. ae Gent Per 
eter | Length| X 107% | X 1073 Cent 
i 
Mild Steel 0.18 Per Cent C. 

0.160 0.8 Sox: 43.3 41 71 
0.505 2.0 54.0 36.4 45 68.5 
18-8 (17.3 Cr, 9.5 Ni, 0.10 C) 

0.160 0.8 95.9 45.6 73 80 
0.505 2.0 91.3 39-5 64 74 


Sn (ene ee ee 


escaped to avoid embrittlement. Hydrogen- 
treated specimens, heated subsequently in 
purified nitrogen at rooo°C. (1830°F.) for 
rs min. to 5 hr. were ductile and did not 
significantly differ in properties compared 
with those treated in vacuum. 

Specimens of manganese-iron alloys rang- 
ing from 12 to 22 per cent manganese 
treated in hydrogen at 1000°C. (1830°F.) 
remained brittle for at least 4 months when 
kept at room temperature. This was the 
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Fic. 2.—EFFECT OF HYDROGEN, VACUUM AND TEMPERING TREATMENTS ON REDUCTION OF AREA 

OF LOW-CARBON MANGANESE-IRON ALLOYS. 
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Fic. 3.—EFFECT OF HYDROGEN, VACUUM AND TEMPERING TREATMENTS ON ELONGATION OF LOW- 
CARBON ,MANGANESE-IRON ALLOYS. 
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maximum period of aging over which speci- 
mens were tested. Indications are that they 
remain brittle for a still longer period. 
Treatment at as low a temperature as 
214°C. (415°F.) for 15 hr. in air, however, 
was found to restore ductility to a 14 per 
cent manganese-iron specimen previously 
heated in hydrogen at 10o00°C. The values 
for reduction of area and elongation after 
the 214°C. (415°F.) air treatment were 
approximately four times corresponding 
values of specimens not heated in air. 


EFFECT OF HyDROGEN ON REDUCTION OF 
AREA AND OTHER PROPERTIES 


The effect of heat-treatment in hydrogen 
on the reduction of area and elongation of 
alloys ranging from electrolytic iron (heat- 
treated in hydrogen, swaged, and annealed 
before machining) to 21.5 per cent manga- 
nese is shown in Figs. 2 and 3. Tensile 
specimens of each composition were heated 
in hydrogen at 1000°C. (1830°F.) for 2 hr. 
and cooled inside a water-quenched quartz 
tube as previously described. Some speci- 
specimens so treated were then heated at 
1000°C. (1830°F.) for one hour in vacuum 
and similarly cooled. Some of the latter in 
turn were tempered at 550°C. (1020°F.) 
in an evacuated tube for one hour. No 
difference was observed between the alloys 
air-cooled or water-quenched from 550°C. 
(1020°F.). 

Each point of Figs. 2 and 3 is an average 
for the most part of two or three specimens 
whose treatment was parallel. The reduction 
of area for electrolytic iron or for 3.3 per 
cent manganese iron is not affected by 
either hydrogen, vacuum or tempering 
treatments. At 6 to 7 per cent manganese, 
the reduction of area suddenly drops to a 
very low value whether the specimens are 
vacuum-treated or hydrogen-treated be- 
forehand. At higher than 6 to 7 per cent 
manganese compositions, including 21.5 
per cent manganese, the hydrogen-treated 
specimens are all relatively brittle. Vacuum- 
treated specimens, hence low in hydrogen, 


display marked reduction of area for com- 
positions above 7 per cent and including 17 
per cent manganese composition, but at 
21.5 per cent manganese there is again a 
falling off in ductility. 

Curves representing elongation are simi- 
lar to those for reduction of area, with some 
minor exceptions. Hydrogen treatment of 
alloy 3 teduces elongation to some extent, 
but this, as explained later, is ascribed to 
the more rapid cooling rate in hydrogen as 
compared with vacuum. It is observed that 
percentage of elongation for compositions 
from 7 to 17 per cent manganese, unlike 
reduction of area, rises steadily with 
manganese composition, but, like reduction 
of area, again decreases at 21.5 per cent 
manganese. 


EFFEcT OF TEMPERING 


Specimens treated approximately in ac- 
cordance with the tempering treatment of 
Walters, Kramer and Loring? show no great 
difference in reduction of area or elongation 
compared with the quenched low-hydrogen 
specimens, except the alloys containing 
from about 6 to ro per cent manganese. For 
these the ductility is appreciably improved 
As discussed later, the tempering treatment 
of 14 per cent manganese-iron composition 
at 550°C. (1020°F.) for one hour in air or 
vacuum was found sufficient to remove 
most hydrogen and restore ductility. The 
same probably is valid for other alloys of 
this series. It can be said, therefore, that 
whenever the one-hour tempering treat- 
ment of quenched low-carbon 12 to 22 per 
cent manganese-iron alloys produces appre- 
ciable improvement in ductility it does so 
by removal of hydrogen. 

Data of Walters, Kramer and Loring for 
alloys tempered at 540°C. (r000°F.) for one 
hour are also given in Figs. 2 and 3. Their 
values for reduction of area at 7, 16 
and 21 per cent manganese are lower 
than those of the present paper, but other- 
wise agreement is fair. A correction intro- 
duced for difference in size of tensile 
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specimens (Table 2) undoubtedly would 
bring the two sets of data into closer 
correspondence, in view of the fact that 
16 to 22 per cent manganese are gamma 
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agreement. The tensile strengths for speci- 
mens so treated increase from a low value 
characteristic of pure iron to a maximum 
at approximately 12 per cent manganese, 
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Fic. 4.—EFFECT OF HYDROGEN, VACUUM AND TEMPERING TREATMENTS ON TENSILE STRENGTH 
OF LOW-CARBON MANGANESE-IRON ALLOYS. 


and epsilon-phase alloys and 12 per cent or 
lower manganese compositions are, by and 
large, alpha-phase alloys. Hadfield’s data, 
which show values for reduction of area 
and elongation all below 1o per cent for 
manganese compositions between 4 and 17 
per cent, are not in agreement with the 
present data. As Walters, Kramer and 
Loring have already indicated, these dis- 
parities probably arise because of impurities 
in Hadfield’s alloys. 


TENSILE STRENGTHS OF LOW-CARBON 
ALLOYS 


The effect of manganese on the tensile 
strengths of both hydrogen-treated and 
vacuum-treated specimens, and also tem- 
pered vacuum-treated specimens, is shown 
in Fig. 4. A curve connects points for the 
tempered specimens. Corresponding values 
reported by Walters, Kramer and Loring 
for similarly tempered alloys are in good 


then undergo a minimum at about 17 per 
cent manganese before reaching a higher 
value at 21.5 per cent manganese. 

Specimens vacuum-treated and con- 
sequently low in hydrogen follow the 
tensile strengths of tempered specimens. 
Values for hydrogen-treated specimens 
are coincident with values for other 
treatments at zero and 3.3 per cent man- 
ganese, lie above the curve at 6 to 7 
per cent manganese and are uniformly 
below the curve at higher manganese 
contents. 

In Table 3 are listed the averaged 
mechanical properties of low-carbon alloys 
subjected to various conditions of treat- 
ment. Yield strengths were found to be 
not as reproducible as tensile strengths, 
but it can be recognized that a definite 
maximum value is reached at about 6 to 
12 per cent manganese. 
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In Table 3 are included data of some ment. Whenever properties are altered 
specimens tempered at 550°C. (1020°F.) by heat-treatment at this intermediate 
for 24 hr. for comparison with specimens — temperature, r hr. appears to suffice. 
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Fic. 5.-— EFFECT OF COOLING RATE ON REDUCTION OF AREA OF VACUUM-TREATED LOW-CARBON 
MANGANESE-IRON ALLOYS. 


TABLE 3.—Mechanical Properties of Manganese-iron Alloys 


. Per Cent Yield : : 
Tensile Strength, Lb. 0-8 Elongation Reduction Area, 
Mn oe am In. a 1073 cite oe Lb. per Sq. Per Cent Per Cent 
Alloy Per vat (ie 
Cent 
CUDiee) FF | ABC Die ASB PCat Dea he 
get oO. 80? | 808) 808 
3 3 84 |85 |83/74 |84 
6 6. 1 ee 66 
7: 1/78 165/73 |72 
o. 70 |72 3 
74 


@ Treatment A......-- Heated Hz, 1000°C., 2 hours. 
eo tomees A + vacuum, 1000°C., 1 hour. 
(oa ee A+B + vacuum, 550°«., 1 hour. 
ID eacoe ace A+B + vacuum, 550°C., 24 hours. 
Ears eee. A + vacuum, 1000°C., 1 hour, water quenched. 
F _.. A+B + cathodic polarization, dil. H2SO,. 0.03 amp. per sq. cm., 2 hours. 


b Approximate. x Quenched from 1100°C. 


tempered 1 hr. The longer-time tempering Data are also given illustrating the 
treatment produces no important changes eflect of direct water quench from vacuum 
in properties compared with 1-hr. treat- at 1000°C. (1830°F.) instead of the slower 
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quench inside a quartz tube. These are 
plotted in Fig. 5. The rapid quench reduces 
the ductility of alloy 3. The same mechani- 
cal properties within experimental varia- 
tions of the test are obtained when the 
alloy is directly water-quenched from 
hydrogen, consequently the effect of 
rapid quench is not due to dissolved gas 
but to change in alloy structure. This is 
described later. The ductility of alloys 
6 and 7, on the other hand, are increased 
by water quenching from 1o00°C. (1830°F.), 
but the same treatment appears to produce 
no significant change in alloys containing 
more than 7 per cent manganese. The 
difficulty that Hadfield experienced’* in 
checking Arnold’s value for percentage of 
elongation using the same heat of 5.5 per cent 
manganese-iron alloy Arnold used can be 
explained by this critical effect of cooling 
rate on the ductility. 

The 0.18 per cent carbon steel is equally 
brittle, whether water-quenched from vac- 
uum or hydrogen. The microstructure, as 
expected, reveals formation of martensite. 


DISCUSSION OF RESULTS 


To explain the effect or lack of effect of 
hydrogen, it was important to know the 
actual hydrogen content of the various 
specimens. Hydrogen analyses of the 
alloys were obtained by vacuum extraction 
of 5-gram samples, 0.38 cm. (0.15 in.)- 
diameter, at 650° to 750°C. (1200° to 
1380°F.), followed by analysis of the 
extracted gases. Preliminary values for 
several of the alloys are listed in Table 4. 

Hydrogen, though small in quantity, 
was recovered from specimens previously 
treated in vacuum at 1ooo°C. as well as 
from those treated in hydrogen. This 
was not unexpected in view of the slow 
rate of hydrogen escape for the last por- 
tions combined with inherently better 
vacuum conditions in the analysis equip- 
ment than in the heat-treatment tube. 
Details of the analysis will be published 
later. 


INFLUENCE OF HYDROGEN ON MECHANICAL PROPERTIES 


TaBLe 4.—Preliminary Hydrogen Analyses 
of Specimens Quenched in Quartz Tube 


Wt. Per Cent He X 104 


Mn 
: : Heated Ho, 
erecta ites Heated Ha, 1000°C., 
r000°C., 2) Etre, 
2 Hr. Vacuum 
r000°C., 1Hr. 
Electrolytic iron 0.0 0.23 
HOw) GSincseeue aes 0.98 
RTOS WO ci leatoer 6.3 ES 0.49 
Alloy -.t2i%. 6. TE.6 4.7 
Alloy 84 0c). 14.0 4.3 0.16 
ANOY” EFeeiee es £726 eH 
IN GyA 22% eerie. 205 6.0 


It is obvious from the analyses that 
relative lack of embrittlement of elec- 
trolytic iron and alloy 3 follows from the 
relatively small amount of hydrogen 
retained on quenching the small-diameter 
specimens. Quenched alloy 6 can be 
brittle despite a low hydrogen content. 
Alloys of higher manganese content retain 
appreciable quantities of gas and cor- 
respondingly are embrittled. 

Rapidly water-quenching alloy 3 from 
hydrogen at 1000°C. (1830°F.) increased 
the amount of retained hydrogen from 
0.98 X 10-4 to approximately 1.8 X 1074 
per cent. This amount, nevertheless, was 
insufficient to cause embrittlement. The 
elongation and reduction of area of 
specimens so quenched were reduced, it is 
true, from 31 and 82 per cent to 14 and 
73 per cent, respectively, but the same 
change of properties was obtained when the 
alloy was water-quenched from vacuum 
at ro00°C. (1830°F.) (Table 3). 

Why less hydrogen is retained by 
quenched pure iron and by alloys 3 and 
6 is a point of interest that can more 
adequately receive explanation with further 
experiment. The results obtained by 
Baukloh and Miller‘ indicate that hydro- 
gen solubility in manganese-iron alloys 
at 1000°C. (1830°F.) does not vary with 
Manganese content in a manner necessary 
to explain the slight retention of hydrogen 
by alloys containing less than 6 per cent 
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manganese. The effect of manganese to 
lower the y — a transformation tempera- 
ture of iron is probably more closely related 
to the observed effects. It is known that 
the hydrogen-diffusion rate at comparable 
temperatures is lower in gamma iron than 
in alpha iron® and the same order probably 
exists for gamma and alpha-phase man- 
ganese-iron alloys. The higher the trans- 
formation temperature, the higher is the 
temperature at which alpha phase appears, 
consequently hydrogen can diffuse out 
of the specimen with greater facility. 
This factor can plausibly account for the 
more rapid loss of hydrogen on cooling 
pure iron and alloys 3 and 6, all of which 
transform from gamma to alpha phase at 
temperatures sufficiently high for ready 
diffusion of hydrogen (> 400°C). Higher 
manganese alloys transform at lower 
temperatures not favorable for rapid 
hydrogen diffusion. 


THe 6 PER CENT MANGANESE 
COMPOSITION 


The curious dip in reduction of area 
and elongation of manganese-iron alloys 
at about 6 to 7 per cent manganese, either 
quenched in a quartz tube in hydrogen or 
vacuum at 1000°C. (1830°F.), prompted an 
inquiry into the nature of this composition. 
Baukloh and Miiller reported a dis- 
continuity in hydrogen solubility at this 
manganese composition, the solubility 
at 1000°C. (1830°F.) being approximately 
7.9 X 107! per cent at 7 per cent man- 
ganese but dropping off to approximately 
5.4 X 107‘ per cent at either 4 or 8 per cent 
manganese. Our preliminary hydrogen 
analyses of vacuum-treated 6.3 per cent 
manganese alloy proved, however, that 
t hr. at 1000°C. (1830°F.) sufficed to 
reduce the hydrogen content to a low 
value (Table 4). This fact, together with 
experiments in which vacuum treatment 
at 1000°C. (1830°F.) was extended beyond 
the usual 1 hr. but with no resultant altera- 
tion of properties made it quite certain 
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that hydrogen was not the factor that 
accounted for the brittle nature of the 
quenched alloys. 

Ductility, as was 


reported earlier, 


Fic. 6.—BACK-REFLECTION X-RAY DIFFRAC- 
TION PATTERN OF 6.3 PER CENT MANGANESE— 
IRON ALLOY SHOWING EFFECT OF TEMPERING 
ON (211) ALPHA DOUBLET. 

a. Quenched in evacuated tube. 
b. Tempered 550°C. one hour. 


acquired by the 6 to 7 per cent manganese 
alloys when the hydrogen-treated or 
vacuum-treated specimens were tempered 
at 550°C. (1020°F.) for about 1 hr. Any 
change in microstructure after this treat- 
ment compared with that of specimens 
quenched from t1000°C. (1830°F.) was 
not readily perceptible. X-ray patterns 
recorded body-centered cubic lines for the 
quenched as for the tempered alloys. 
An important difference appeared, how- 
ever, in the breadth of the X-ray lines. 
The lines for the tempered alloy were 
sharp whereas those for the quenched 
alloy were more diffuse. A subsequent 
back-reflection pattern showed that the 
(211) alpha line was broad and diffuse 
for the quenched alloys but was split 
into a doublet for the tempered alloy. 
The X-ray photograms are reproduced in 
Fig. 6. These differences in X-ray structure 
have been previously described in the 
literature and are characteristic of alpha- 
phase manganese-iron alloys. When 
quenched, the alpha phase is in a meta- 
stable state, but when tempered it is 
in an equilibrium state. The brittle 
structure appears, therefore, to be no 
other than the alpha prime or super- 
saturated alpha phase reported by Ohman‘® 
and recently described by Troiano and 
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McGuire.” The latter authors report 
supersaturated alpha lines at compositions 
ranging from 3 to 15 per cent manganese. 
The marked effect of this metastable 
“phase” on ductility appears most pro- 
nounced in the composition range bordering 
6 per cent manganese. A definite though 
smaller effect appears at 3.3 and 1o per 
cent manganese and still less or practically 
none at 11.6 per cent or higher manganese 
compositions. 

The presence of this “ phase” can explain 
the effect of rapid water quench compared 
with a slower quench in a quartz tube on 
the properties of alloys 3, 6, and 7 as 
shown in Fig. 5. Although a water quench 
decreases the ductility of alloy 3 and 
increases the ductility of alloys 6 and 7, 
the cause is probably the same because a 
still slower cooling rate applied to alloys 
6 and 7 again renders them ductile. 
Elongation of alloy 3 happens to respond 
to a more rapid cooling rate than is char- 
acteristic of alloys 6 and 7. It is this effect 
of cooling on formation of a brittle alpha 
phase, therefore, that accounts for the 
reduced elongation of hydrogen-treated 
and cooled alloy 3 (Fig. 3). A further 
analysis of the brittle structure as in- 
fluenced by cooling rate was not attempted. 


THE 21.5 PER CENT MANGANESE 
COMPOSITION 


The falling off of ductility at 21.5 per 
cent manganese for vacuum-treated or 
tempered specimens (Figs. 2 and 3) is 
related to a structural change differing 
from that which accounts for the properties 
of 6 to 7 per cent manganese alloys. 
Hydrogen analyses of Table 4 show that 
the quenched 21.5 per cent alloy retains 
approximately the same amount of hydro- 
gen as does the 17.6 per cent alloy. Vacuum 
treatment of the 21.5 per cent alloy for 
t hr. at 1000°C. (1830°F.), however, fails 
to bring the ductility to as high a value as 
the 17.6 per cent alloy, nor does vacuum 
treatment for an additional hour alter 
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the properties. X-ray patterns of both 
alloys, quenched and cold-worked, fur- 
nished a clue. The approximate phase 
composition obtained from line intensities 
of wire specimens is given in Table 5. 
Heat-treatment was effected by passing an 
electric current through 0.051-cm. (20-mil) 
diameter wires of each alloy and recording 
temperatures with an optical pyrometer. A 
rapid quench was effected by interruption 
of the current. 


TABLE 5.—Phase Composition of Alloys 
Containing 17.6 and 21.5 Per Cent 
Manganese 
20-MIL WIRES, HEATED He, 1000°C, 4 MIN. 


FOLLOWED By VACUUM, 1000°C., 2 MINUTES 


Mn Approximately 
Alloy} Per Quenched so pale: 
— Reduction 
17 S77 OMleyas (< = approx. 4) a,e (a =) 
22 21.5 iyeG =8 € 


a = body-centered cubic. 
y = face-centered cubic. 
e = hexagonal close packed. 

It is apparent that whereas both alloys 
quenched from t1o0o°C. (1830°F.) in 
vacuum are composed of mixtures of 
gamma (face-centered cubic) and epsilon 
(hexagonal close-packed phases), cold- 
work transforms gamma phase of the 
21.5 per cent alloy to epsilon but gamma 
phase and apparently some epsilon phase 
of the 17.6 per cent alloy are transformed 
to alpha (body-centered cubic). The 
greater ease of slippage in general of 
the body-centered cubic compared with the 
hexagonal close-packed _ polycrystalline 
metals accounts for the diminished duc- 
tility of the 21.5 per cent manganese 
alloy. 


EFFECT OF TIME AND ‘TEMPERATURE 
ON RECOVERY OF DUCTILITY 


Specimens of 14.0 per cent manganese 
iron heated in hydrogen at 1000°C. 
(1830°F.) for 15 min., 1 hr., 2 hr.. or 5 hr. 
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showed embrittlement to approximately 
the same extent. This was evidence that 
hydrogen diffuses very rapidly at rooo°C, 
(1830°F.). At lower temperatures a longer 
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atures. At 500°C. (930°F.), specimens are 
ductile, whether heated in hydrogen or 
vacuum. At 550°C. (1020°F.) and 600°C. 
(1110°F.), reduction of area of specimens 


—}— HEATED IN VACUUM, | HOUR 
—-©—- HEATED IN HYDROGEN, | HOUR 


PER CENT REDUCTION OF AREA 
> 
(2) 


100 200 300 


700 800 900 1000 1100 


TEMPERATURE (° C) OF TREATMENT FOR ONE HOUR 


Fic. 7.—E¥FFECT OF ATMOSPHERE AND TEMPERATURE ON REGAIN OF DUCTILITY OF LOW-CARBON 
14 PER CENT MANGANESE-IRON ALLOY. 
Specimens previously heat-treated in hydrogen. 


time for diffusion is expected and observed. 
This is illustrated by data plotted. in 
Fig. 7 for reduction of area related to 


temperature at which specimens of 14.0 


per cent manganesc-iron alloy were held 
for 1 hr. in hydrogen or vacuum. All 
specimens were previously heated in 
hydrogen at 1000°C. (1830°F.) for 2 hr. 
and thereby were embrittled. Individual 
determinations, not averages, are recorded. 
At 200°C. (390°F.), specimens either 
heated in vacuum or hydrogen for 1 hr. 
remain embrittled. As mentioned earlier, 
treatment for longer times at this approxi- 
mate temperature restores ductility in at 
least 15 hr. At 300°C. (570°F.) and 400°C. 
(750°F.) specimens behave erratically, 
sometimes becoming ductile, at other 
‘times not, whether in hydrogen or vacuum. 
The lower dashed lines of Fig. 7 trace the 
- alternate behavior at these two temper- 


heated in hydrogen begins to decrease, 
whereas values for specimens heated in 
vacuum remain fairly constant at 75 per 
cent. At 700°C. (1290°F.) and higher, speci- 
mens heated in hydrogen remain embrittled. 

A number of dilatometer runs showed 
that this alloy heated to 500°C. (930°F.) 
is below the a—vy transformation tem- ~ 
perature range and that at approximately 
625°C. (1160°F.) the alloy is completely 
converted to gamma phase. On cooling, 
the reverse transformation to epsilon 
phase begins at 175°C. (350°F.) with 
alpha phase appearing at a still lower 
temperature. X-ray data indicated that 
all three phases are present at room 
temperature. Extension data plotted with 
temperature aré given in Fig. 8. Dis- 
continuities in the slope of the extension 
curve, corresponding to phase trans- 
formations, were at the same temperature 
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Fic. 8.—DILATOMETER CURVE FOR LOW-CARBON I4 PER CENT MANGANESE-IRON ALLOY. 
Heating and cooling rate: 140°C. per hour. 
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I'tG. 9. RELATION OF REDUCTION OF AREA TO TIME OF HEATING LOW-CARBON 14 PER CENT MANGA- 
_ NESE-IRON ALLOY AT 550°C, IN AIR. 
Specimens previously heat-treated in hydrogen. 
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whether the dilatometer specimen was 
heated and cooled in hydrogen or in 
vacuum. Any effect of hydrogen, therefore, 
on phase-transformation temperatures must 
be relatively small. 

The respective temperatures for phase 
transformation in the 14 per cent man- 
ganese-iron alloy are related to its behavior 
when heated in hydrogen at various 
temperatures. Hydrogen is less soluble 
in the mixture of gamma and alpha phases 
at 500°C. (930°F.) than at temperatures 
above approximately 625°C. (1160°F.) 
at which the alloy is all gamma phase. 
This follows from the fact that the solu- 
bility of hydrogen is greater in gamma 
than in alpha phase*’. Furthermore, at 
500°C. (930°F.) excess hydrogen retained 
on quenching from 1ooo°C. can readily 
escape via the alpha-phase portion of 
the lattice as compared with a lower 
rate of escape in gamma phase. Con- 
sequently, the alloy heated at 500°C. 
(930°F.) for 1 hr. in hydrogen or vacuum 
retains too little hydrogen to exhibit 
embrittlement at room temperature. At 
lower temperatures of heat-treatment in 
hydrogen or vacuum the rate of hydrogen 
escape is less and probably depends on 
several factors, including variable catalytic 
surface condition of the specimen with 
respect to combination of hydrogen atoms 
to form hydrogen gas. Hence these speci- 
mens may or may not be ductile after 1-hr. 
treatment, but undoubtedly would all be so 
if heated for somewhat longer times. 

In Fig. 9, the relation is shown of reduc- 
tion of area to time of heating 14.0 per cent 
manganese tensile specimens at 550 G. 
(1020°F.) in air. These specimens, too, 
were previously treated in hydrogen at 
1000°C. (1830°F.) for 2 hr. The tempera- 


“ture was recorded by a thermocouple 


wired to the specimen. The time for the 
tensile specimen to reach 5°C. (9°F.) below 
the specified final temperature required 
614 min. after insertion into the air furnace. 
Time was recorded when the specimen 


reached this temperature, indicated by the 
dotted vertical line of Fig. 9. The increase 
of ductility is erratic for short heating 
times, but within approximately 30 to 50 
min. the specimens of o.160-in. diameter 
lose sufficient hydrogen to reach their 
maximum ductility. 


Errect oF DiIssoLvVED HYDROGEN ON 
HADFIELD MANGANESE STEELS 


The properties of Hadfield manganese 
steels are sensitive to rate of quench, 
whereas the low-carbon manganese alloys 
above 7 per cent manganese are unaffected 
within a wide range of cooling rates. It 
was found that the usual procedure of 
quenching specimens inside a water-cooled 
quartz tube was too slow to obtain uniform 
and optimum properties of the high-carbon 
alloys. In all tests, therefore, a direct 
quench in water followed whatever treat- 
ment preceded. Tests were conducted soon 
after the quench. 

The tensile specimens, ground to size, 
were of the same dimensions for Hadfield 
alloy A as those used for the low-carbon 
alloys. Specimens of this alloy quenched 
either from vacuum or hydrogen at 1000°C, 
(1830°F.) showed differences in mechanical 
properties only within the experimental 
variations of the test. The results averaged 
for two specimens are given in Table 6. 

Further tests were conducted using a 
second commercial Hadfield alloy labeled 
B. This alloy, unlike alloy A, did not con- 
tain nickel. Tests were conducted initially 
with standard strip specimens of 2-in. 
gauge length and o.412 cm. (0.162 in.) 
thick (Fig. 4, p. 134 of ref. 9). The results 
given in Table 6 show no significant effect 
of hydrogen on the mechanical properties. 

The large tensile specimens became hot 
incidental to testing, however, with the 
possibility that some hydrogen escaped 
during the test. The thickness of sheet was 
too small to permit grinding of the small- 
diameter tensile specimens. It was con- 
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sidered best, therefore, to continue the 
tests with impact specimens. Impact values 
are known to be especially low for metals 
embrittled by hydrogen. A marked differ- 
ence in impact value, for example, was 
observed for cylindrical specimens of low- 
carbon 14.0 per cent manganese-iron alloy 


TaBLE 6.—Effect of Hydrogen on Tensile 
and Impact Properties of Hadfield 
Manganese Steels 
STEEL A 
Specimens o0.8-in. Gauge Length, o.160-in. 
Diameter. Averaged Results 


0.2 Per 
Tensile Cent Reduc- 
Strength,| Yield | Elon- |tion of 
Treatment Lb. per |Strength,|gation,| Area, 
Sq. In. | Lb. per | Per Per 
xX 1078 | Sq. In Cent | Cent 
xX 107% 
He, 1000°C., 244 
ee Banos a Sub cas 122 48 79 54 
Vac, 1000°C., 244 
Dare Saker saat Aste 126 54 83 59 
STEEL B 


Strip Specimens 2-in. Gauge Length, 0.162-in. 
Thickness. Averaged Results 


He, 1000°C., 1 hr. 138 51 55 39 
Vac, 1000°C., I hr. 143 49 bagel 39 
Air, r000°C., 44 hr. 140 AT 49 38 


CHaARPY Impact SPECIMENS 
X 0.162 INcH 


2.16 X 0.394 


Fr-LB. 
Fis" 1000° CS. 25 mine soe» 38 
He, To00°C., ahr ..§ secs es 40 
Effect of Aging 
#/ TOOOPC., Tobtss 6 40 Tested within few 
minutes 
36 Tested one day after 
treatment 
38 Tested 3 days after 
treatment 
37 Tested 6 days after 
treatment 
37 Tested 5 weeks after 
treatment 
Vacuum, 1rooo°C., rhr..... 41 
8 
Nay LOO0SG,, -L hrvrr corcens 3 
8 
Hsp PLOONCS LT cee eat 34 
Vacuum, 1100°C,,« Hr.....wi3? 


heat-treated in hydrogen, as compared 
with specimens heat-treated in vacuum. 
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The impact specimens of alloy B were 
ground to the dimensions of standard 
Charpy notched impact specimens (Fig. 2, 
p. 673 of ref. 9) except that the thickness 
was that of the rolled sheet, 0.412 cm. 
(.162 in.), and a V-notch was ground 
instead of a saw cut. Tests were conducted 
to illustrate the effect of heating in hydro- 
gen or vacuum at 1o000°C. (1830°F.) or 
1100°C. (z010°F.) and in nitrogen at 
t000°C. (1830°F.). A study of aging up 
to 5 weeks was made for specimens initially 
quenched from 1000°C. (1830°F.) in hydro- 
gen. A rapid quench in fused nitrate-nitrite 
salt at 160°C. was compared with a water 
quench. The average value for all tests for 
all treatments was 38 ft-lb. Data of Table 6 
show that any variations from this mean 
were within the experimental fluctuations. 
The conclusion is that under the described 
conditions hydrogen retained on quenching 
has no measurable effect on impact or 
tensile properties of Hadfield manganese 
steels. 

It is pertinent to note that lack of em- 
brittlement is not due to deficiency of hydro- 
gen absorption at high temperatures or 
absence of retained hydrogen at room tem- 
perature. Preliminary gas analyses showed 
that Hadfield steel A heated at 1oo00°C. 
(1830°F.) in hydrogen for 2 hr. and water- 
quenched contained 5.5 X 10-4 per cent 
H». This amount, which was without effect 
on Hadfield steel, was ample to cause 
embrittlement of the low-carbon alloys. 
Vacuum treatment of Hadfield steel at 
high temperatures was found to extract 
most of this dissolved hydrogen. A sample 
of Hadfield steel A heated in vacuum at 
to00°C. (1830°F.) for 2 hr. analyzed only 
0.09 X 107* per cent He. The lack of 
embrittlement of high-carbon 14 per cent 
manganese iron, and pronounced embrittle- 
ment of the low-carbon alloys, probably 
arises, therefore, from the less pronounced 
effect of dissolved hydrogen on totally 
gamma-phase alloys as compared with 
alpha and epsilon-phase alloys. 
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EFFECT OF CATHODIC HyDROGEN 


It is of fundamental interest to know the 
comparative effect on metals of hydrogen 
introduced at room temperature as well 
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ductile, except the alloys analyzing 6 to 7 
per cent manganese. The latter when 
quenched in this manner from 1000°C. 
(1830°F.) are inherently brittle, inde- 
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Fic. 10.— EFFECT OF EXPOSURE OF LOW-CARBON MANGANESE-IRON ALLOYS TO CATHODIC HYDROGEN 
IN DILUTE SULPHURIC ACID ON REDUCTION OF AREA. 


as the effect of hydrogen retained by 
quenching. Hydrogen, in either case, is 
known to embrittle iron. The effect of 
manganese on the extent of embrittlement 
of iron by cathodic hydrogen apparently 
has not been investigated previously. The 
study is especially of interest because of 
the presence of one or more of the three 
common lattice types in quenched alloys 
containing up to 22 per cent manganese. 
Specimens used were, as before, 0.406- 
cm. (0.160-in.) diameter and 2.0-cm. (0.8- 
in.) gauge length. These tensile specimens 
were first heated in hydrogen at 1000°C. 
(1830°F.) for 2 hr. followed by vacuum 
treatment at 1000°C. (1830°F.) for 1 hr. 
with the. usual quench in a quartz tube. 
By application of this treatment they were 
relatively free of hydrogen and were 


pendent of hydrogen content. 

The tensile specimens were made cathode 
in pure dilute sulphuric acid employing 
platinum anodes. Current density was 
0.03 amp. per sq. cm. (0.2 amp. per sq. in.) 
and time of electrolysis was for 2 hr. Ten- 
sile tests were conducted immediately 
after treatment, to avoid loss of hydrogen 
at room temperature. 

Reduction of area plotted with man- 
ganese content is shown in Fig. Io. Me- 
chanical properties are summarized in 
Table 3. The 3.3 per cent manganese alloy 
is unaffected by 2-hr. exposure to cathodic 
hydrogen. This is true also of the 17.6 and 
21.5 per cent manganese alloys treated 
for 2 hr., or, as was done in later experi- 
ments, for a period as long as 23 hr. Com- 
positions between 1o and 14 per cent 
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manganese, on the other hand, are severely 
embrittled. The alloys embrittled by 
cathodic hydrogen display in general lower 
tensile strength than control specimens 
heat-treated in vacuum. 

Lack of embrittlement of the 3.3 per cent 
manganese alloy is not entirely unexpected 
in view of Kérber and Ploum’s experi- 
ments,!® which showed that pure iron does 
not absorb hydrogen when made cathode 
in.a pure sulphuric acid solution. It is 
curious that the 17.6 and 21.5 per cent com- 
positions are likewise unaffected, whereas 
intermediate compositions are embrittled. 
Preliminary hydrogen analyses made it 
clear that lack of response of these alloys 
to cathodic hydrogen resided in the rela- 
tively small amount of hydrogen that 
enters the lattice. Gas-analysis data are 
listed in Table 7. 


TABLE 7.—Preliminary Hydrogen Analyses 
of Alloys Exposed to Cathodic Hydrogen 
In Dilute Sulphuric Acid 


Current 


= Time of | Wt. Per 

Density, Electrol- Cent 
ysis, Hr. | He X 104 

2 0.89 

2 3.5 

2 0.74 

3 0.48 

5 0.29 


Alloy 14 of Table 7, which is one of the 
compositions embrittled by cathodic hydro- 
gen, contains, as expected, the largest 
quantity of gas. The expressed hydrogen 
content is more effective in causing 
embrittlement than the analysis indicates 
because the major portion of gas is localized 
at high concentration in a region near the 
specimen surface. A rim of relatively brittle 
metal surrounding a more ductile core 
can be seen in the fractured sections of 
tensile bars. 

Hadfield steel is unaffected by exposure 
to cathodic hydrogen for a period as 
long as 5 hr. Here, too, practically no 
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hydrogen enters the lattice, allowing for a 
small amount originally present in the 
specimen. Addition of a trace of phos- 
phorus dissolved in CS, to the sulphuric 
acid electrolyte, as was done by Kérber 
and Ploum?® to increase absorption of 
cathodic hydrogen by iron, was found 
also to increase the amount of hydrogen 
absorbed by Hadfield steel. It was found 
that 1.0 X 107! per cent He entered the 
alloy after 2-hr. electrolysis in sulphuric 
acid containing phosphorus at 0.05 amp. 
per sq. cm. (0.32 amp. per sq. in.). This 
amount, however, was insufficient to alter 
the mechanical properties of tensile speci- 
mens. It will be recalled that as much 
hydrogen as 5.5 X 10~* per cent in Hadfield 
steel specimens quenched from high tem- 
peratures was also without effect. 

The tensile results obtained for alloy 
7 point to the fact that this alloy, like 
alloys 3, 18 and 22, does not absorb cathodic - 
hydrogen in pure sulphuric acid. Tensile 
specimens of alloy 7 quenched in a quartz 
tube are so embrittled that in test they 
tend to break at the threads. Hence the 
data of Table 3 for effect of cathodic 
hydrogen on this alloy are for specimens 
directly water-quenched from vacuum, ° 
and therefore initially more ductile. The 
mechanical properties are very nearly 
identical with those of specimens that 
have had parallel treatment but have not 
been exposed to cathodic hydrogen. Data 
that also indicate lack of cathodic hydrogen 
absorption were obtained for tempered 
specimens, which are more ductile than 
water-quenched vacuum-treated  speci- 
mens. The properties of these, too, were 
unaffected after exposure to cathodic 
hydrogen for 2 hours. 

Results for mild steel are included in 
Table 3. Unlike pure iron, the properties 
of this steel are altered by exposure to 
cathodic hydrogen in pure sulphuric acid. 
The tensile strength undergoes no appreci- 
able change after 2-hr. treatment but the 
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elongation and reduction 
decreased. 


of area are 


e 
THEORY FOR THE CATHODIC HYDROGEN 
RESULTS 


The fact that certain addition agents 
to the electrolyte are necessary before 
cathodic hydrogen enters the iron and some 
alloy lattices is proof that surface proper- 
ties of the metals determine whether dis- 
_ charged hydrogen ions will escape as Hy or 
become a constituent of the lattice. The 
reactions, somewhat simplified, which 
describe the situation at the cathode when a 
current flows are as follows: 


H+ > H —e {r] 
2H — He [2] 


The first reaction, in accordance with 
Faraday’s law, proceeds as rapidly as the 

current flows. At the beginning of elec- 
' trolysis, the second reaction may proceed 
rapidly on a clean metal surface, which 
catalyzes combination of hydrogen atoms, 
or it may be inhibited by additions such 
as phosphorus or arsenic, which act in no 
different sense than well-known surface 
catalyst poisons. Inhibition of reaction 2 
will increase the effective surface concen- 
tration of hydrogen atoms on the cathode 
and thus increase the relative probability 
of their entrance into the metal lattice. 
This explains the immunity of pure iron 
to cathodic hydrogen and the embrittle- 
ment of mild steel. The latter contains 
small percentages of impurities, which 
contaminate the metal surface and partly 
destroy the property of iron to accelerate 
reaction 2. This particular mechanism is 
similar to one that recently has given 
plausible explanation for the effect of 
catalyst poisons on hydrogen overvoltage.” 

It is reasonable that 3 to 7 per cent 
manganese added to iron should have 
catalytic influence on the reaction 2H — He 
not appreciably different from that of iron 
itself. Hence, as observed, only a small 
amount of cathodic hydrogen enters the 
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alloy lattice of low manganese composition. 
At higher manganese compositions, the 
over-all catalytic properties of the alloys 
may differ—or, alternately, the affinity 
of manganese for hydrogen may be 
greater than that of iron for hydrogen, so 
that more discharged hydrogen for this 
reason becomes part of the alloy lattice. 
One fact that bears relation to the second 
of these possibilities is the abnormally 
high solubility of hydrogen in manganese, 
the solubility exceeding that in iron, 
chromium, cobalt or nickel.!? The effect 
of manganese on the entrance and con- 
centration of cathodic hydrogen in the 
manganese-iron lattice appears to be 
confined to alloys of alpha phase or body- 
centered cubic lattice. 

The b.c.c. lattice exists predominantly 
in quenched alloys containing up to 12 per 
cent manganese but constitutes only a 
small fraction of the 14 per cent Mn alloy 
structure. For the latter alloy, the face- 
centered cubic lattice (gamma phase) 
and hexagonal close-packed lattice (epsilon 
phase) are present in. major amount. 
Fig. 10 shows that coincident with the 
predominance of these lattices at 14 per 
cent manganese the effect of exposure to 
cathodic hydrogen diminishes. In fact, 
when the alloys are virtually all gamma and 
epsilon phases, as occurs at 17.6 and 
21.5 per cent manganese, cathodic hydro- 
gen fails to enter the lattice in any sig- 
nificant amount and no embrittlement 
occurs. 

The behavior of the manganese-alloy 
series is strong evidence that the lattice 
type plays a large part in determining 
whether or not cathodic hydrogen is 
absorbed. Further evidence of this is 
contained in the fact that commercial 
Hadfield steels, which are totally gamma 
phase, also fail to absorb appreciable 
cathodic hydrogen in pure dilute sulphuric 
acid (Table 7). Since the order of hydrogen 
solubility in these respective lattices 
would be expected to exert opposite to the 
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observed effect (hydrogen is more soluble 
in gamma than in alpha iron) it appears 
that other factors such as differing hydro- 
gen-diffusion rates in the alloys and 
differing surface catalytic activity must 
enter into the explanation. Present evi- 
dence places less importance on the effect 
of lattice on catalysis and greater im- 
portance on the relatively low diffusion 
rate of hydrogen in the f.c.c. lattice at 
room temperature. This evidence is ob- 
tained from the experiment in which a 
catalyst poison added to sulphuric acid 
increased very little the cathodic hydrogen 
absorption by Hadfield steel, and is also 
evident in the fact that hydrogen at room 
temperature escapes extremely slowly 
from gamma-phase 18-8! and from 
gamma-phase Hadfield steel.!4 


SUMMARY 


Low-carbon manganese-iron alloys, con- 
taining 9 to 22 per cent manganese, hydro- 
gen-treated at 1000°C. (1830°F.) and 
quenched are embrittled by retained 
hydrogen. This applies to large and small- 
size specimens. Small-size specimens of 
electrolytic iron, o.406-cm. (0.160-in.) 
diameter, and 3.3 per cent manganese-iron 
alloy, on the other hand, are not embrittled 
because hydrogen dissolved at r1o00°C. 
(1830°F.) for the most part is not retained, 
_ no matter how rapid the quench. 

The alloys vacuum-treated at 1ooo°C, 
(1830°F.) and quenched in vacuum lose 
hydrogen. They are ductile, with the 
exception of alloys analyzing approxi- 
mately 6 to 7 per cent manganese. The 
latter are brittle because of formation on 
quenching of a metastable alpha phase. 
The appearance of this “phase” is also 
evident in the properties of 3.3 and ro per 
cent manganese compositions. The 21.5 per 
cent manganese alloy is less ductile than 
the expected value by extrapolation be- 
cause with cold-work it practically com- 
pletely transforms to brittle epsilon phase 
(hexagonal close packed). 
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Tempering at 550°C. (1020°F.) trans- 
forms the metastable or supersaturated 
alpha to equilibrium alpha phase and 
hence improves the ductility of alloys par- 
ticularly of 3 to 10 per cent manganese 
composition. Any significant effect of this 
tempering treatment to improve the 
ductility of alloys containing from 12 to 22 
per cent manganese is by removal of 
hydrogen. 

The reduction of area and elongation of 
alloys containing 3.3, 6.3 and 7.4 per cent 
manganese, vacuum-treated and hence low 
in hydrogen, are dependent on rate of 
cooling. A rapid water quench instead of a 
slower quench in vacuum decreases the 
ductility of 3.3 per cent manganese but 
increases the ductility of 6 to 7 per cent 
manganese compositions and has no sig- 
nificant effect on the properties of higher 
manganese compositions. This effect of 
cooling rate explains in part the difficulties 
reported by Hadfield in his attempt to 
harmonize data for the low-carbon alloys. 

The loss of hydrogen manifested by gain 
in ductility of the 14 per cent manganese 
alloy on heating in hydrogen or vacuum for 
t hr. at various temperatures can be 
interpreted on the basis of high diffusion 
rate of hydrogen in alpha phase and the 
high solubility of hydrogen in gamma 
phase. 

Appreciable hydrogen is retained by the 
high-carbon 14 per cent manganese alloy 
(Hadfield manganese steel) on quenching 
from 1o00°C. (1830°F.), but this has no 
effect on the tensile or impact properties 
in contrast to results obtained with the 
low-carbon 14 per cent manganese com- 
position. 

Exposure to cathodic hydrogen in a 
sulphuric acid electrolyte embrittles alloys 
containing 10 to 14 per cent manganese but 
has no effect on other alloys of the series, 
including Hadfield manganese steel. The 
reason was found to be lack of sufficient 
hydrogen absorption by the compositions 
not affected, Manganese in iron favors the 


. DISCUSSION 


absorption of cathodic hydrogen in alpha- 
phase alloys. Alloys composed of gamma or 
epsilon phase, or both (low-carbon 17 to 
22 per cent manganese and high-carbon 14 
per cent manganese), as well as alpha- 
phase alloys containing less than approxi- 
mately 8 per cent manganese, do not take 
up an appreciable amount of cathodic 
hydrogen in sulphuric acid. The reasons are 
related to differing surface catalytic activity 
with respect to the reaction 2H — Hg, to 
the appreciable affinity of manganese for 
hydrogen, and to the differing diffusion 
rates of hydrogen. 
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DISCUSSION 
(F. B. Foley presiding) 


R. E. Craver,* Urbana, Ill.—Mr. Uhlig 
says that ‘‘data are presented to show that 
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hydrogen absorbed by the high-carbon alloys 
of Hadfield composition is without effect on 
their mechanical properties.”” I would like to 
point out that these data are based on tests 
of small specimens of steel. It may well be 
doubted whether this conclusion would hold 
for a bar of steel of considerable cross section, 
say 2 in. in diameter or larger. 

Judging from the results of our studies of 
the effect of hydrogen on the development of 
shatter cracks in railroad rails, we would be 
on the lookout for such internal cracks in 
all high-carbon alloy steels. However, it may 
be that the Hadfield austenitic steel used 
by Mr. Uhlig does not reject hydrogen at 
temperatures below a red heat, as the ferritic 
steels do, so such cracks would not develop. 
It will be interesting to keep on the lookout for 
further information on this subject. 


F. C. Ketiry,* Schenectady, N. Y.—The 
General Electric Co. has been interested in the 
subject of hydrogen embrittlement of low- 
carbon steels, since copper brazing of this class 
of materials is carried out on a mass production 
scale. Over a period of about 25 years we have 
never found such materials to be embrittled 
by hydrogen except in certain cases where 
the trouble could be traced to some other 
cause. 

The publication of Dr. Carl A. Zapffe’s 
paper in Metal Progress in August 1942 led to 
an investigation of this subject by George 
Wright, of our works laboratory, and myself. 

A steel of the following composition was 
selected and standard tensile-test specimens 
were machined from the material: carbon, 
0.23 per cent; manganese, 0.48; phosphorus, 
low; sulphur, low; no alloy content. The results 
of tests on this steel are given in Table 8. 

It was quite evident from these results that 
the steel had not been materially affected by 
the hydrogen treatment, for the specimens were 
tested immediately after quenching. They were _ 
hard, because of the formation of martensite 
perhaps, and had low ductility, but were 
physically virtually the same as the specimens 
treated in the closed tube. 

It was then decided to select a more sensitive 
material, so Armco iron was chosen. The 
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ence between those samples pushed into the 
cooling chamber and those cooled with the 
furnace. These figures check with our observa- 
tions over a long period of time. The ductility 
is too great to call the samples brittle and the 


results of tests and the composition are given 
in Table g. 

The samples heated in hydrogen all showed 
an appreciable loss in ductility, but in no case 
could the material be classed as brittle. 


TABLE 8.—Tests on Low-carbon Steel 
STN SBR ng 8 a ee ee ee ee ee 


Tensile Propor- | Reduc- % 
P Strength, tional tion of eines 
Material Lb. per | Limit, Lb.| Area, Per ‘Gent 
Sq. In. | per Sq. In. |Per Cent 
AS received aa coma tae Suse eiihers Atv inte te easierent et iene elon Reto timnets 68,900 41,900 38 59.8 
Heated 2 hr. at 950°C. in hydrogen and water-quenched......... 179,000 69,900 3 S72 
Heated 2 hr. at 950°C. in a closed iron tube in air and water- 
Gwenched)s. 202, isa isiad< cascuente ens vere tele arene aches (eden otra eae elrae tale 188,000 68,900 3 4.5 


Se ae 


TABLE 9.—Tests on Armco Iron 


Composition, Per Cent 


C, 0.03 per cent; Mn, 0.06; P, below 0.02; S, 0.041; Si, trace 


Tensile Propor- Reduc- 
a Strength, tional tion of Elonga- 
oes Lb. per | Limit, Lb.|_ Area, | po + 
Sq. In. | per Sq. In. |Per Cent 
ASTEOCCUVEG Sietoe shea ores aoe es Stren stated ayaa meas aa eran cls Nene ern 41,900 15,700 46.5 78.7 
Heated 2 hr. in hydrogen at 950°C. and water-quenched......... 52,400 38,700 19.0 46.2 
Heated 2 hr. at 950°C. in closed iron tube in air and water- 

PUCHONEG a ha tM tate 455 aise one Mimic Mae On ei eeepc RE. Easter 50,900 17,200 28.0 75.0 
Heated 2 hr. at 950°C. in hydrogen, water-quenched, drawn 16 hr. | / 

AeAOO Greek ceri Grincricehenooect meta Gato seas Bone | 48,700 | 20,000 28.0 78.6 
Heated 2 hr. at r150°C. in hydrogen and water-quenched........ | 48,900 | 15,400 16.5 31.2 
Heated 2 hr. at r1r50°C. in closed iron tube in air and water- | 

quenched? .i.......- PO ne om ota. macn Re. carmen a cee cio > | 49,400 15,900 275 65.6 
Heated 2 hr. at 1150°C. in hydrogen, water-quenched and drawn | | 

at2o0° Ce fortGskirs.. Aves one See eee Ea ae See | 47,200 | 21,700 { 37-5 78.0 

TABLE 10.—Tests on Copper-brazed Material 
Tensile Propor- Reduc- 
. . Strength, tional tion of Elonga- 
Material is tion 
Lb. per | Limit, Lb.} Area, Per Cont 
Sq. In. _| per Sq. In. | Per Cent} * © “©? 
Heated 2 hr. in hydrogen at 950°C. sample 1 pushed into cooler 

and sample 2 cooled with furnace: 

Seale Th sisciengivs- Ws, piimilel ares: sap) tye) aad cb Meueee PeReono © ekctnetee sea 42,700 17,400 49.5 74.7 
TD DUN Dante ie viv a ie eae, Wb s'csife toy cue c'e\ Smee rapa! Sat arabe yeeaie aie Galera tee 39,400 15,700 : 81.8 
Heated 2 hr. in hydrogen at 1100°C. sample 3 pushed into cooler aes pee 

and sample 4 furnace-cooled: 

Sampleainnr oh cltitotuch ae ote eg in Meee et, ee 42,400 24,400 51.0 97.3 
Sampled sch. s salen, seas abiGlrn cect Sarees eRe ee: ee 39,700 19,900 54.5 80.2 


In order to check our observations on mate- 
rials that had been copper brazed, four addi- 
tional samples were treated (Table to). 
The physical properties of all four of these 
samples are just as good or a little better than 
the as-received material. There is little differ- 


physical properties are too good to infer that 
they have been damaged by the hydrogen 
treatment. 

Many Charpy impact specimens with both 
the keyhole and V-notch were also made and 
treated in hydrogen, and in no case did we have 
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an impact value below that of the standard 
sample in the as-received condition, and many 
of them showed values several times greater. 
These findings check those of Dr. Uhlig 
in regard to electrolytic iron. If any rifts were 
formed, the physical tests as well as microscopic 
examination failed to reveal them. 


N. P. Goss, South Euclid, Ohio.—The 
author has presented very interesting data 
showing how hydrogen affects the ductility 
of low-carbon Mn steels and the Hadfield Mn 
steels. That the H» does not embrittle the 
Hadfield steels is most interesting. Perhaps 
further experimental work will bring forth 
the answer. Anyone who reads Uhlig’s paper 
will be impressed by the vast amount of 
further work it suggests. 

In general the embrittlement of some of the 
low-carbon Mn alloys can be explained along 
the lines proposed by Zapffe and Sims, and 
the block structure theory which I have sug- 
gested. [See A.I.M.E. Trans. (1941) 145, 225, 
and discussion, 265.] 

While line broadening has usually been 
taken to indicate lattice distortion, my own 
work strongly suggests that it is associated 
with smallness of crystallite size. 

For example, drastically cold-rolled Mn 
steels exhibit X-ray patterns quite similar 
to the one shown in Fig. 6 of the author’s 
paper. The hardness of cold-rolled Hadfield 
Mn steels closely approaches that of martensite. 
Surprisingly enough, tempering such steels at 
fairly high temperatures fails to sharpen the 
diffraction lines, and the hardness remains 
about the same. The results of this work will 
be reported some time in the future. 

It would seem that the maximum hardness 
is associated with a limiting crystallite size, 
perhaps of the order of 1o~* cm. or smaller. 
Such particles have practically no capacity 
for further deformation, in that the slip 
planes are exhausted. When the forces of 
deformation are applied, they exceed the 
cleavage strength, with the result that failure 
or rupture occurs. In the case of alpha iron 
the (100) planes are the cleavage planes. 
Slip occurs on the (110) planes and when 
the forces required to induce further slip 
become large enough, cleavage occurs on 
the (100). 
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G. A. Moorr,* Columbus, Ohio.—Dr. 
Uhlig has presented a very satisfactory collec- 
tion of new data on the embrittlement prob- 
lem, in a manner that is especially timely and 
significant, in that it points out some of the 
ways that embrittlement of alloy steels may 
differ from that of pure iron or plain carbon 
steel. I can certainly see no reason to dispute 
his general conclusions. The attempt to 
relate embrittlement to hydrogen analysis is 
worthy, but perhaps premature, inasmuch as 
it will be brought out in the symposium on 
analysis that the methods, including vacuum 
extraction as used here, are subject to serious 
question in respect to absolute accuracy, and 
inasmuch as this method probably gives a 
different approximation for various alloy 
contents, especially where there is a change 
of phase. The use of analytical figures leads 
to certain involvements in the explanation of 
results, hence it is desirable to point out that 
the conclusions are actually independent of the 
analysis and these involved explanations. 

Mention may be made to two previous tech- 
nical papers,!51® in which will be found refer- 
ences to the pertinent previous experimenters. 

In regard to the question of the lack or reduc- 
tion of embrittlement effect in the Mn-Fe 
alloys above 14 per cent and in Hadfield steel, 
it may be noted that there appears to be no 
record in the literature of even a single case of 
embrittlement of any metal having the gamma 
lattice. There can be little doubt that em- 
brittlement is associated only with quantities 
of hydrogen over and above the portion that 
can be held in stable solid solution in the 
lattice at the existing temperature and pressure, 
and conversely that the small portion in true 
solution has no effect on the mechanical proper- 
ties. In the references listed, this excess is 
regarded as existing as films of molecular 
hydrogen lying along imperfections or mosaic 
rifts within the grain structure and retained 
under a pressure of the order of thousands of 
atmospheres under embrittling conditions. An 
explanation in terms of a strained, distorted, or 
knotted lattice might be tenable under some 
circumstances, but, in any case, the pressure 


* Battelle Memorial Institute. 

15G. A. Moore and D. P. Smith: Occlusion 
and Evolution of Hydrogen by Pure Iron. 
Trans. A.I.M.E. (1939) 135, 255-292. 

16C, A. Zapffe and G. A. Moore: A Micro- 
graphic Study of the Cleavage of Hydrogenized 
Ferrite. Trans. A.I.M.E. (1943) 154, 335-359. 
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term will appear, either in natural form or dis- 
guised as the stress necessary to produce the 
distorted condition. 

As a first approximation, the pressure at a 
given temperature is: 


P = ({HI/S)? 


where [H] is the concentration of hydrogen in 
solution and S is the Sieverts’ equilibrium 
solution at one atmosphere and the temperature 
of the experiment. (See Fig. 7 of ref. 16.) 
When part of the gas is in rift openings, H is 
decreased by: 


[H] = (Hz)anal. +S (He) rift. = (Ho) wt. ad 


where the assumption of equal partition be- 
tween the two states is probably close enough 
for rough calculations. The pressure necessary 
for embrittlement may be assumed equal to the 
normal yield strength, or about 4000 to 6000 
atmospheres. 

It is thus only necessary to note that the 
Sieverts’ solubility in the gamma phase is 
about twice that in the alpha at go00°C. and 
that the ratio becomes larger with decreasing 
temperature until at 300°C. itis about 1 X 10-4 
for gamma and immeasurably small for alpha. 
Thus, while the pressure over the alpha phase 
can easily run to 10,000 atmospheres and more 
at low temperature, that over the gamma 
phase is greatly decreased by the greater 
solubility and can hardly exceed the order of 
1000 atmospheres under the most saturated 
conditions. Thus embrittlement of the gamma 
would appear to be impossible with any attain- 
able hydrogen concentration. 

The same pressure differential, of course, is 
basic to the differing diffusion and evolution 
rates of the two phases. However, if it should 
subsequently be shown that the slow rate of 
evolution from the gamma has led to a false 
analysis for alloys 18 and A, rather than to 
decreased hydrogen absorption, the basic fact 
of nonembrittlement of the gamma phase will 
remain unchallenged and logically explicable 
in terms of the pressure values. 

The same reasoning applies to the case of 
18-8 stainless steel. In the epsilon phase, the 
data on equilibrium solubility appear to be 
missing. However, it may be reasoned that, 
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since the dense FCC lattice dissolves more 
hydrogen than the open BCC lattice, the 
solubility is associated with the ability of that 
lattice to accept more free electrons. (Copper, 
silver, and gold, with the FCC lattice but an 
additional electron, have essentially zero 
absorptive capacity for hydrogen.) Since the 
HCP epsilon lattice can accept even more 
electrons from the hydrogen, the solubility 
is likely to be high in this lattice also; hence, 
the same reasoning will apply as for gamma. 

With regard to the reasoning about pure 
iron and alloy 3, both alpha phase, it is 
apparent that embrittlement would occur if 
the hydrogen concentration were high enough 
and that the low analysis is basically correct. 
However, the Kérber and Ploum experiment 
does not stand unopposed and the statement ~ 
that pure iron does not absorb hydrogen is 
not strictly true in the sense in which it is 
applied in the paper. The degree of embrittle- 
ment of the purer irons is in fact quite sensi- 
tive to structure as well as to the amount of 
the poison-inhibitor elements and of carbon. 
The absorptive power in this range is in fact 
autocatalytically increased at high hydrogen 
pressures and hereditary between successive 
treatments. The embrittlement of relatively 
pure iron can become very severe (ref. 16) 
once it has a chance to get a start. It may 
therefore be expected that with other alloy 
samples, slightly less pure or less perfectly 
annealed, or with other treatments slightly 
more drastic in forcing hydrogen into the 
metal, embrittlement of the lower alloys 
will be encountered and entirely different 
analytical values may be obtained. The 
conclusion that alloy 3 cannot be embrittled 
is probably specific to the conditions used, as 
contrasted with the same conclusion for alloys 
18, 22, and A, where the statement probably 
remains true for all treatments. 


H. H. Untic (author’s reply).—Although 
the present study did not extend to effect of 
formation of “flakes” or internal cracks, Dr. 
Cramer’s point is well taken that on going to 
large cross sections of Hadfield manganese 
steel, such defects might be evident. However, 
there are reasons for believing that whatever 
the cross section of this particular alloy, 
neither embrittlement nor internal cracking 
would occur. 


DISCUSSION 


The first reason is based on analyses of 
hydrogen in specimens heated at 1000°C. in 
hydrogen and water-quenched. The value 
obtained is 5.5 X 1074 wt. per cent as compared 
with Sievert’s solubility value of 5.2 X 1074 
wt. per cent for iron at rooo°C. The close 
correspondence is evidence that very little 
of the hydrogen that dissolves at elevated 
temperatures escapes on quenching to room 
temperature, and, in fact, the diffusion rate 
is so low in this gamma-phase alloy that loss 
of hydrogen at room temperature is only very 
slight. Hence, the amount of retained hydrogen 
would be the same regardless of cross section, 
and any defects expected for large specimens 
would probably be apparent in small specimens. 
This is in contrast to the situation for a mild 
steel for which rapid loss of hydrogen on cooling 
accounts for very different over-all hydrogen 
analyses depending on the cross section of the 
steel. 

The second reason centers on the relatively 
high solubility of hydrogen in austenitic steels 
and lack of y — @ transformation on cooling. 
These facts combine to account for absence 
of the same high internal pressures of hydrogen 
as are generated on quenching low-alloy steels. 
Embrittlement does not take place, therefore, 
and “flaking” likewise should be absent. As 
an example of an austenitic steel, 18-8 is 
reported to be free of “flake” formation.’” 
Similarly, one would expect an austenitic steel 
of Hadfield composition of any cross section 
to be free of internal cracks caused specifically 
by hydrogen. 

Mr. Kelley’s data on Armco iron show that 
as the cross section is increased to 4 in. the 
effect of hydrogen on ductility becomes notice- 
able. His mild-steel specimens, whether water- 
quenched from hydrogen or from air, are 
equally brittle, in agreement with results of 
the present investigation. Microscopic exami- 
nation of our specimens proved that the 
embrittlement is accompanied by appearance 
of martensite. 

One would not expect embrittlement or loss 
of ductility in a relatively pure iron of small 
cross section (approximately 0.160 in. or less) 
no matter how rapid the quench from high 
temperatures in hydrogen. The reason, as gas 


17W. Eilender, Y. Chih Chiu, and FP. 
Willems: Archiv Eisenhuttenwesen (1940) 13, 


309. 
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analyses show, is that hydrogen escapes during 
cooling, allowing a remainder of gas insufficient 
to have an appreciable effect on the mechanical 
properties. 

It will be interesting to have Dr. Goss’ 
account of his reasons for believing that the 
X-ray pattern of Fig. 6 is associated with 
crystallite size rather than lattice distortion. 

Dr. Moore’s caution with regard to vacuum- 
extraction results for hydrogen in steels to 
some extent is justified. Work reported by 
Bennek and Klotzbach!§ pointed out that the 
vacuum-extraction method gives low results 
as compared with a low-temperature fusion 
method employing tin. Our own work on gas 
analyses so far indicates results in the same 
direction. For that reason, we labelled our 
analyses “‘preliminary.”’ We believe, however, 
that analyses of this kind, giving at least the 
order of magnitude of hydrogen involved, is 
far preferable to omitting analyses altogether. 
The vacuum-extraction results have given us 
added information about the effects of hydro- 
gen in iron and in alloys with manganese, the 
conclusions from which, we believe, will be 
altered in only a minor way by future accepted 
techniques of analysis, whatever these may be. 

Although Dr. Moore’s argument regarding 
lack of embrittlement of gamma-phase alloys 
applies to hydrogen retained on quenching, 
a word of caution is necessary in the interpre- 
tation of his statement that no record exists 
for the hydrogen embrittlement of these 
alloys. Many metals of the face-centered cubic 
lattice, such as nickel, can be seriously em- 
brittled by cathodic polarization. By this 
treatment, hydrogen in sufficient quantity is 
introduced into the lattice to cause the same 
type of embrittlement as occurs through 
quenching some of the carbon steels from high 
temperatures in hydrogen. 

Our work on absorption of cathodic hydrogen 
by pure iron as affected by catalyst poisons 
confirms that of Kérber and Ploum. It points 
to impurities adsorbed on or contained in the 
surface as the factors determining whether 
cathodic hydrogen is absorbed within the 
lattice or not. None of our results so far has 
shown any effect of so-called “structure” of 
pure iron. 


18H, Bennek and G. Klotzbach: Stahl und 
Eisen (1941) 61, 597-606. 
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A plausible theory of hydrogen embrittle- 
ment recently proposed by U. R. Evans!® 
deserves mention at this point. According to 
Dr. Evans’ investigation with N. Stuart,?? 
cathodic hydrogen interferes not with the 
elastic but with the plastic deformation of steel. 
Besides resisting plastic deformation, hydrogen 


19U, R. Evans: Discussion. Jnl. Iron and 
Steel Inst. (1942) 146, 257. 

20 N. Stuart and U. R. Evans: Jul. Iron and 
Steel Inst. (1943). 


INFLUENCE OF HYDROGEN ON MECHANICAL PROPERTIES 


acts to encourage breakage by the following 
mechanism. 

Hydrogen is less soluble in cold-worked 
metal as compared with annealed metal. Hence 
if a metal is deformed, the hydrogen it contains 
is liberated internally at the high pressures 
quoted by Dr. Moore. Once gaseous hydrogen 
is liberated, the vast pressure produced will 
cause the damage to spread, with more de- 
formation and further liberation of gas so 
that extensive rupture occurs suddenly. 


Aging and the Yield Point in Steel 


By J. R. Low, Jr.,* Junior Memper, AND M. GensAmeER,{ Member A.I.M.E. 


(Chicago Meeting, October 1943) 


INTRODUCTION 


During the course of an investigation into 
the drawability of automobile-body sheet 
steel, it became apparent that certain 
advantages would be possessed by a deep- 
drawing steel with a very low yield strength, 
but almost normal tensile strength, pro- 
vided a reduction in yield strength could be 
accomplished without sacrifice of ductility 
and fine grain size. It would also be desir- 
able to have this steel free from strain- 
aging; that is, free from the tendency for 
the yield point to return after it had been 
eliminated by straining. It was known that 
wet hydrogen treatment acted to eliminate 
aging, but as carried out by other investi- 
gators, at relatively high temperatures, 
this treatment resulted in grain coarsening. 

It has been established by some of the 
experiments reported in this paper that all 
of these objectives can be accomplished by 
treatment in wet hydrogen at a low tem- 
perature, in the neighborhood of 720°C. 
The time of treatment is relatively short 
(about 3 hr. to completion with 20-gauge 
sheet) if the water content of the hydrogen 
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atmosphere is made fairly high, say almost 
30 per cent by volume. At this temperature, 
the grain size remains fine in the time 
required. After this treatment sheet reduced 
the usual amount by cold-rolling has a grain 
size of about A.S.T.M. No. 7. The yield 
point is completely eliminated, and the 
yield strength is reduced to a very low 
value, in the neighborhood of 15,000 Ib. per 
sq. in. The stress-strain curve departs 
gradually from the straight-line elastic 
part after the fashion of nonferrous deep- 
drawing alloys. This elimination of the 
yield point is accompanied by a very low 
indentation hardness; for example, 32 
Rockwell B or even lower. There is no 
aging as measured by increase in the yield 
strength upon aging at room temperature 
or for 3 hr. at 200°C., after stretching about 
ro per cent in tension. Tensile strength is 
only slightly less than the box-annealed 
sheet, seldom dropping much below 4o0,- 
ooo Ib. per sq. in. Elongation is practically 
unchanged, or increased slightly. 

The term yield point, as here used, refers 
to the phenomenon of heterogeneous defor- 
mation occurring at a substantially con- 
stant load, observed principally in annealed 
low-carbon steels. If such a steel is loaded 
in tension, the load increases steadily with 
elastic strain, suddenly falls, fluctuates 
slightly about some constant value for a 
time and then begins to rise again as 
deformation proceeds. The maximum initial 
load before the sudden drop is generally 
called the “upper yield point”; the value 
of the load where deformation proceeds at a 
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substantially constant load, the “lower 
yield point,” and the amount of extension 
at this load the ‘“‘yield-point elongation.” 
With the initial sharp drop in load, local 
areas of deformed metal appear and grow 
over the surface until the entire specimen 
is deformed an amount equal to the strain 
in the first such localized region. When the 
entire specimen has been thus deformed, the 
load begins to rise again and proceeds along 
a normal Joad-extension curve. During the 
yield-point elongation the deformation is 
heterogeneous, deformed metal existing 
adjacent to undeformed metal, with the 
progress of deformation at any instant 
localized at the boundary between the 
deformed and undeformed metal. If the 
test is stopped before the entire specimen 
is strained “through the yield point,” 
it is found that a portion of the specimen is 
reduced in thickness while the remainder 
still retains its initial dimensions. The 
phenomenon thus gives rise to irregularities 
in the surface, which were first observed 
by Piobert! and later by Liiders? and first 
studied in detail by Hartmann.* The forma- 
tions of these strain markings has been 
called the ‘‘ Piobert effect,’ and the mark- 
ings themselves have been called ‘‘Liiders’ 
lines,’ ‘‘Hartmann lines,” ‘“‘stretcher 
strains,” “worms” and other names. 

In ordinary precipitation-hardening or 
“quench-aging” of the duralumin type, an 
alloy that exhibits decreasing solubility 
with decreasing temperature is heated to 
a sufficiently high temperature to dissolve 
some or all of the solute constituent and 
then cooled rapidly. It is then found that 
the physical, chemical and mechanical 
properties change with time. This change 
in properties with time has been termed 
“aging” or precipitation-hardening. In 
strain-aging, the tendency toward aging is 
produced not by solution annealing fol- 
lowed by quenching, but simply by strain- 
ing the metal. Thereafter, the properties 


1A review of the literature and a bibliog- 
raphy are at the end of the paper. 
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of the metal change with time in a manner 
somewhat similar to that encountered in 
normal aging. 

The yield-point effect and strain-aging 
have both been observed in other alloys, 
but not to the degree to which they are 
encountered in low-carbon steels. Both 
these phenomena have been the objects of 
numerous investigations and the literature 
dealing with them is extremely voluminous. 
Nevertheless, many questions still remain 
to beanswered. While numerous hypotheses 
of the mechanism of the yield point have 
been proposed, these, for the most part, 
must still be classed as surmises which are 
yet to be substantiated by direct experi- 
mental evidence. Similarly, the mechanism 
by which strain-aging occurs remains to be 
explained. Presumably, this is a precipita- 
tion phenomenon in which a precipitation- 
hardening process is initiated by cold 
deformation, but whether by solution and 
reprecipitation or by a change in solid 
solubility resulting from plastic deforma- 
tion, or by some other means, has never 
been demonstrated clearly. 

With regard to the question of whether or 
not pure iron exhibits a yield point and 
strain-aging and which impurities com- 
monly present in steels may be responsible 
for the two effects, the evidence is confused. 
In general it appears that the yield point is 
still observed in the purest iron yet pro- 
duced while vacuum-melted electrolytic 
iron of a lesser degree of purity has a less 
marked yield point. Considerable evidence 
has accumulated to show that carbon, 
nitrogen and oxygen, individually or 
collectively, may be responsible for strain- 
aging. For the most part, however, this 
evidence is indirect and open to more than 
one interpretation. In the present work evid- 
ence is presented to support the view that 
pure iron should not exhibit either a yield 
point or strain-aging and, further, that car- 
bon and nitrogen are primarily responsible 
for these two attributes of commercial steels, 
while oxygen is relatively unimportant. 
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Having accomplished the elimination of 
aging and the yield point by purification, 
without the introduction of alloying ele- 
ments, it became possible to ascertain which 
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for the wet hydrogen treatment itself 
increases the oxygen content of steel, and 
annealing under oxidizing conditions at the 
same temperature used in the wet hydrogen 


TABLE 1.—Ladle Analyses of Steels Used for Experiments with Wet Hydrogen Annealing 


Analysis, Per Cent 


Steel No. Sheet 
Type Thickness, In. 
Cc Mn ue) iS) Si 
i 0.036 0.05 0.30 0.010 0.024 0.003 
i 0.036 0.05 0.30 0.007 0.022 0.005 
i 0.036 0.05 0.33 0.007 0.020 0.007 
i 0.0365 0.08 0.38 0.008 0.020 0.007 
e i 0.0335 0.08 0.39 0.010 0.014 0.006 
9 i 3-033 f0) ee 0.33 0.006 0.032 0.002 
i LEE 0.0 0.33 0.008 0.02 3 
Me x iii in wudnt eisteun © Rimmed 0.0382 0.06 ° se 0.010 oeees ae 
SOUR IE GS SRE Sil tk SSE oie Killed 0.035-0.036 0.10 0.53 0.010 0.029 0.005 
A a Reco he ign SoS Sinica Killed 0.035-0.037 0.23 0.48 0.010 0.025 0.005 
PM AMS ee wks Whee my Killed 0.036—-0.037 0.36 0.67 0.010 0.030 0.13 
RS peer Gt te Wis abs ern 6 Cappe 0.042 0.07 0.40 0.088 0.028 0.028 
PE £E lac ceMieis, cciciae 4 5 Rimmed 0.035 0.05 0.37 0.01 0.015 0.004 


¢ Aluminum-killed. 


elements are responsible for these proper- 
ties, by introducing different elements, one 
at a time, and observing which ones caused 
the return of aging and the yield point. 
This was done very carefully to preclude 
the possibility of introducing more than 
one element at a time. It was not necessary 
to study many of the elements, particularly 
the common metallic alloying elements, 
which have been found either to be without 
effect on yield point and aging behavior 
or to cause their disappearance. Phosphorus 
and sulphur are unaffected by the low- 
temperature wet hydrogen treatment and 
so, along with the metallic alloying 
elements, need not be considered as causes 
of these effects. 

It has been established that the rein- 
troduction of carbon and nitrogen, singly or 
together, causes the yield point and strain- 
aging to reappear. Very short times of 
carburizing and nitriding are necessary to 
accomplish this. The amounts of carbon 
and nitrogen necessary to cause aging and 
the yield point are less than the amounts 
that can be detected by chemical analysis, 
probably less than o.oor per cent by weight. 
Oxygen in smal] amounts seems to have no 
effect on the yield point and strain-aging, 


treatment caused no return of these proper- 
ties. On the other hand, oxidizing annealing 
at 885° and g40°C., while causing too 
much grain coarsening to permit conclu- 
sions concerning its effect on the yield 
point, certainly causes a partial return of 
strain-aging capacity. It is concluded that 
in normal rimmed or killed steels of the 
grades used in deep-drawing applications, 
the yield point and strain-aging capacity 
are caused by the presence of carbon and 
nitrogen, both of which can cause these 
effects when present in amounts less than 
are always present in these steels. 


MATERIALS AND METHODS 


For the most part, the experiments to be 
described were conducted using low-carbon 
basic open-hearth sheets of deep-drawing 
quality. The major portion of the work was 
carried out on the first five steels of which 
analyses are shown in Table 1. 

Changes in mechanical properties pro- 
duced by annealing in wet hydrogen were 
determined by means of Rockwell hardness 
tests and tensile tests. All tensile tests 
were made with standard A.S.T.M. sheet 
specimens (2-in. gauge length) using 
Templin sheet grips. A ‘Kenyon-Burns- 
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Young wedge extensometer was used in 
conjunction with an autographic recorder. 
All tensile tests, unless otherwise noted, 
were conducted with.a speed of head move- 
ment of approximately o.25 in. per minute. 
This was the highest speed at which it was 
possible to obtain accurate load-extension 
curves with the autographic equipment 
used. 

The lower yield-point was calculated 
using the mean load prevailing during 
the yield-point elongation as estimated 
from the autographic curve. 

The yield-point elongation was taken as 
the total elongation to the end of the yield 
point as recorded on the autographic curve. 

The tensile strength was calculated from 
the maximum load observed on the indi- 
cating dial of the tensile machine. 

The uniform elongation (i.e., elongation 
to the maximum load) was obtained by 
noting the point at which the indicated 
load began to decrease and simultaneously 
lifting the pin of the recorder momentarily. 
The reported values are not thought to be 
more accurate than plus or minus 1.0 per 
cent elongation in 2 inches. 

The total or bench elongation values, which 
are reported simply as “elongation in 
2 in.’”’ were obtained by fitting the frac- 
tured specimens back together and measur- 
ing the distance between two punch marks 
which originally had been 2 in. apart. 

Throughout the discussion the term 
yield strength is used without defining any 
limiting permanent set. When so used, what 
is meant is the stress at which the auto- 
graphic load-extension curve departs from a 
straight line. It has not been called the 
proportional limit because the sensitivity 
of the strain-measuring device used hardly 
justifies the use of this latter term. 

As a measure of strain-aging, it was 
decided to use the percentage increase in 
yield strength caused by aging after strain- 
ing. A tensile specimen was first strained 
8 or ro per cent and then unloaded and 
removed from the machine. The specimen 
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was aged for 3 hr. at 200°C. and reloaded 
in the tensile machine to fracture. The two 
autographic load-extension curves were’ 
superimposed to observe the amount by 
which the curve for the aged condition lay 
above the curve for the unaged. The time 
and temperature of aging following initial 
straining were kept constant at 3 hr. and 
200°C. throughout the investigation. This ~ 
time and temperature were chosen because 
the results of Davenport and Bain and 
Kenyon and Burns” indicated that at this 
temperature a very marked increase in 
hardness is obtained, while the necessary 
time to produce the maximum effect is not 
unduly long. In addition, the curve of 
hardness against time at this temperature 
has a sufficiently flat maximum so that 
considerable variation from the specified 
time might be used without appreciably 
influencing the result. Most of the strain- 
aging tests were made using 10 per cent 
strain. This amount of strain was chosen as 
the least amount that would ensure uniform 
strain of the specimen; i.e., completely 
through the yield point. 

The wet-hydrogen annealing furnace 
consisted of a 48-in. length of 2-in. i.d. steel 
tubing wound with Nichrome wire and 
surrounded by approximately 3 in. of Sil- 
O-Cel insulating powder over 30 in. of its 
length. Approximately 12 in. of the tube at 
the top was not heated, and this provided 
a cold zone into which the specimens could 
be raised at any time. The sheet tensile 
specimens to be treated were suspended 
from wires, which projected through a 
rubber stopper at the top of the furnace. 
These wires were used to raise and lower 
the specimens in the furnace and, by meas- 
urement of the amount of wire projecting, 
the specimens could be accurately located 
in the furnace so that the center of the 
reduced section was on a level with the end 
of the thermocouple protecting tube. The 
welded steel thermocouple-protecting tube, 
which also was inserted through the rubber 
stopper, was adjusted so that the end of the 
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tube was at the mid-point of the 3-in. 
uniform-temperature zone of the furnace. 
The furnace was arranged so that during 
heating and cooling dry tank hydrogen 
could be circulated, entering directly from 
the tank supply. When the furnace had 
reached the desired temperature, the dry 
hydrogen was turned off and hydrogen 
from the tank supply then flowed through a 
fritted glass dispersion tube, through water 
in a saturator, through a tube (heated to 
prevent condensation) to the furnace, 
through the furnace, through a second 
heated line to a condenser and finally to a 
flow meter. The wet hydrogen was allowed 
to flow through the system for about 15 min. 
before the specimens were lowered into the 
hot zone. Usually all of the specimens 
would be lowered into the hot zone at one 
time and then pulled up individually at 
the end of the desired time of treatment. 
The vapor pressure of water in the wet 
hydrogen was controlled by controlling 
the temperature of the saturator 


CHANGES IN PROPERTIES AND COMPOSITION 
PRODUCED BY ANNEALING IN 
Wet HypROGEN 


Annealing low-carbon sheets in wet 
hydrogen has been found to eliminate 
completely the yield-point elongation that 
is typical of these steels, to lower the yield- 
point stress to values less than have been 
reported previously even for the purest iron 
(fine-grained) and to eliminate all traces of 
both strain-aging and quench-aging. The 
principal changes in composition that have 
been observed are a marked lowering of 
the carbon and nitrogen contents while the 
oxygen content (as determined by vacuum- 


fusion methods) is unaffected or slightly 


increased. The only observable change in 
microstructure accompanying these changes 
is a disappearance of visible carbides and a 
decrease in the sharpness of the ferrite grain 
boundaries as developed by etching. 

In the course of a great many treatments 
involving a large number of different heats 


of steel, only two exceptions to these 
statements have been found. In attempting 
to treat a low-carbon bessemer steel by 
this method, no difficulty was encountered 
in eliminating strain-aging, but it was not 
found possible to eliminate completely 
the last traces of the yield point, even for 
times of annealing up to five times that 
required for open-hearth steel in the same 
sheet thickness. Annealing in wet hydrogen 
does, however, markedly lower the yield- 
point stress and the yield-point elongation. 
The other exception that was found was 
low-metalloid vitreous enameling sheet. No 
difficulty was encountered in eliminating 
strain-aging, but the original small amount 
of yield-point elongation was not sub- 
stantially affected by the treatment. 

The manner in which the yield-point 
elongation is eliminated by annealing in wet 
hydrogen is illustrated by the set of load- 
extension curves reproduced in Fig. 1. 
Curve 4 is typical of the results obtained 
by complete annealing in wet hydrogen. 
In the fully treated specimen, no drop in 
load or yield-point elongation occurs and 
the yield strength has been reduced from 
approximately 33,000 to 14,000 |b. per sq. in. 
The load-extension curve now is similar to 
the nonferrous materials that have a 
“normal” stress-strain curve. This elimina- ~ 
tion of the yield-point elongation means 
that the material no longer is capable of 
forming Liiders lines or of “fluting” when 
bent. A similar disappearance of the yield- 
point elongation occurs if the ferrite grain 
size is gradually increased in a series of 
specimens, as Edwards and Pfeil®’ and 
Andrew and Lee®® have shown, but to 
eliminate it by this method requires the 
production of a very large grain size (six 
to eight grains per square millimeter in a 
sheet 1¢ in. thick) whereas a specimen such 
as No. 4 in Fig. 1 will have a grain size of 
approximately 1000 grains per sq. mm. 
(A.S.T.M. No. 7). It is common practice 
to eliminate the yield-point elongation in 
low-carbon steels by temper rolling or 
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roller leveling. For rimmed steels, this 
elimination is only temporary, since 
these steels strain-age. While ‘“‘nonaging” 
steels are being produced, they are neces- 
sarily killed steels and hence more expensive. 
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per inch, The specimens were carefully 
aligned using Robertson shackles in 
conjunction with Templin sheet grips in 
order that the true yield-point behavior 
might not be obscured by nonuniform 
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Fic. 1.—EFrFECT OF WET HYDROGEN TREATMENT ON TENSILE PROPERTIES OF SHEET STEEL. 
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Fic. 2.—TYPICAL HIGH-SENSITIVITY STRESS-STRAIN CURVES FOR BOX-ANNEALED AND WET- 
HYDROGEN-TREATED SHEET STEEL. 


In order to examine the yield-point be- 
havior more closely, load-extension curves 


for a wet-hydrogen-treated specimen and a . 


box-annealed specimen were made using 
Tuckerman optical strain gauges and a 
very slow rate of straining. The strain 
gauges have a sensitivity of 2 X 1o7® in. 


loading. The curves obtained are repro- 
duced in Fig. 2. The box-annealed specimen 
shows a drop at the yield point of about 
3500 lb. per sq. in. and a yield-point elonga- 
tion of 3.5 per cent. The wet-hydrogen- 
treated specimen has no drop in load on 
yielding and no flat portion to the curve, 
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although the slope of the curve up to 0.1 
per cent extension is less than that above 
O.I per cent. 

The effect of increasing time of annealing 
in wet hydrogen on both strain-aging and 
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Table 2 and Fig. 4, all the strain-aging 
measurements were made without applying 
any correction for relaxation. It was found 
without exception that the time of hydro- 
gen treatment to remove strain-aging is 


TABLE 2.—Effect of Time of Annealing in Wet Hydrogen at 710°C. 
Steel T-3 (Rimmed). Partial Pressure H,O, 216-218 mm. Hg. (29.5 volume per cent); ro per 


cent strain; aged 3 hours at 200°C. 


a 


: . Yield-point Tensile Uniform . 
Annealing Hardness, yates sa Elongation, | Strength, | Elongation,¢ ingens a| Strain 
Time, Hr. Rockwell B per Sq Te Per Cent in| Lb. per Sq. | Per Cent in| Per Cent in Aging, 

To 2In, In. 2 In. AGS Per Cent 

I 56 38,000 20S 52,500 29.6 
E32 56 37,500 9.0 50,500 14 24.0 was 
x: 4 49 35,000 8.6 44,500 19 31.0 20.6 
1.6 46 34,500 8.5 42,500 26 37.0 17.5 
1.8 45 34,000 8.0 41,500 29 42.5 Sy 
2.0 43 34,000 7.0 41,000 32 44.0 iss 
3.2 42 33,000 6.5 41,500 33 47.0 0.0 
2.4 43 33,000 6.0 41,500 32 45.0 0.0 
2.6 39 22,000 r.5 41,000 32 45.0 0.0 
2.8 35 17,000 0.5 41,000 32 47.5 0.0 
2.8 3r 14,000 0.3 40,000 32 47.5 0.0 
3.0 32 14,500 0.0 41,000 31 48.0 0.0 
sa 32 15,500 0.3 41,000 29 46.0 

cer 32 14,500 0.0 39,000 32 46.5 

3.6 32 15,000 0.0 5 


41,000 29 44. 


@ As strain-aged, 


the yield point is illustrated in the load- 
extension curves of Fig. 3. More data are 
given in Table 2, and summarized in Fig. 4. 

In addition to numerous tests for strain- 
aging in which specimens were aged at 
200°C., a number of fully treated specimens 
were strained 1o per cent in tension and 
aged at 25°C. for varying times up to 139 
days (3332 hr.). None of these specimens 
showed any evidence of strain-aging or 
return of the yield point. 

To obtain a correction to take into ac- 
count the amount of relaxation of yield 
strength during the aging treatment, a 
number of specimens were treated with 
wet hydrogen for 5 hr., pulled, and aged in 
the same manner; then the-amount of 
relaxation (expressed as decrease of yield 
strength after aging treatment) was meas- 
ured. The total strain-aging (corrected for 
relaxation) seems to be independent of the 
amount of plastic deformation as long as 
the plastic deformation is uniform (see 


- Table 3). 


In the experiments summarized in 


considerably shorter than that necessary 
to remove yield-point elongation. This is at 
once understandable if relaxation is taken 


TABLE 3.—Effect of Relaxation on the 
Apparent Amount of Strain-aging* 


Total Aging 
oe of Amount of | Relaxation,¢ Corrected 
Per Cent fs Aging,? Lb. | Lb. per Sa. | for Relax- 

2In per Sq. In. Tas ation, Lb. 
: per Sq. In. 
I 1,720 
5.1 5,830 
> 8,840 1,390 10,230 
I5 7,910 2,240 10,150 
20 71330 2,880 10,210 
25 7,080 3,160 10,240 


a le ee ee ee eee 
« The steel used was T-2, killed; originally full hard 
temper. 


’ The aging treatments were all 3 hr. at 200°C. 
The amount of aging was determined on specimens 
vacuum annealed 5 hr. at 700°C. ; 

¢ The amount of relaxation was determined on 
specimens treated with wet hydrogen 5 hr. at 700°C. 
into consideration. Specimens that have 
been treated with hydrogen to the removal 
of strain-aging (without applying a cor- 
rection for relaxation) really show an 
amount of strain-aging corresponding to 


the amount of relaxation. Thus, it is 
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reasonable to suggest that’ the times 
required to eliminate strain-aging and to 
eliminate the yield point are probably the 
same. 
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TREATED 2HRS. AT 712°C IN 70%H,-30%H,O 
STRAINED 6.0% AGED 3HRS. AT 200°C 


TREATED 2.5HRS. AT 712°C IN 70%H-30%H,0 
STRAINED 6.0% AGED 3HRS, AT 200°C 
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with time at room temperature as a meas- 
ure of aging in sheets treated in hydrogen 
containing large amounts of water vapor. 
The specimens used were suspended in a 


TREATED IHR. AT 712°C IN 70% H2-30%H20 
STRAINED 8.0% AGED 3HRS. AT 200°C 


TREATED I.LSHRS. AT 712°C IN 70%H,- 30%H,0 
STRAINED 8.0% AGED 3HRS-AT 200°C 


2s 30 35 40 45 


ELONGATION, PER CENT IN 2 INCHES 
(SHEET THICKNESS -.036") 


Fic. 3.—EFFECT OF TIME OF WET HYDROGEN TREATMENT ON TENSILE PROPERTIES OF SHEET 
STEEL, INCLUDING STRAIN-AGING. 


Elimination of Quench-aging 


Steels decarburized in fairly dry hydrogen 
have been shown to be free from aging after 
quenching.’® Quench-aging experiments 
were carried out using change in hardness 


silica tube and heated to 700° or 720°C. for 
19 hr. and then quenched into ice water 
directly from the furnace. The top end of 
the silica tube was closed with a rubber 
stopper provided with a gas outlet. The 
lower end of the silica tube was immersed 2 
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Fic. 4.—EFFECT OF TIME OF WET HYDROGEN TREATMENT ON HARDNESS, TENSILE PROPERTIES 
AND STRAIN-AGING. 


QUENCHED FROM 700°C AGED AT 25°C 


UNTREATED KILLED STEEL 


70 


HARDNESS - ROCKWELL 15-T 


60 
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TIME IN HOURS 
(AFTER QUENCHING) 


FIG. 5.-—QUENCH-AGING IN WET-HYDROGEN-TREATED AND IN BOX-ANNEALED KILLED SHEET STEEL. 
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or 3 in. in the ice water, making a gas-tight 
system. During heating, tank hydrogen 
was circulated through the silica tube to 
prevent oxidation of the specimen. The 


80 
70 
60 
50 


40 


HARDNESS — ROCKWELL B 


30 


20 
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sheet were made using the T-15 scale of 
the superficial Rockwell, and on the 
o.111-in. sheet using the B scale of the 
standard Rockwell. The results of these 


QUENCHED FROM 720°C AGED AT 25C 


UNTREATED RIMMED STEEL 


1000 


TIME IN HOURS 
(AFTER QUENCHING) 


Fic. 6.—QUENCH-AGING IN WET-HYDROGEN-TREATED AND IN BOX-ANNEALED RIMMED SHEET STEEL. 


first hardness readings were taken about 
one hour after quenching, and the speci- 
mens were then put in a constant-tempera- 
ture room at 25°C., and taken out only 
long enough to make the hardness measure- 
ments for the remainder of the time of 
aging. 

Two different steels were used. The first 
of these was an aluminum-killed 0.033-in. 
thick sheet, and the second was a o.111-in. 
thick rimmed steel sheet. Analyses of the 
steels before treatment are given in Table 1, 
where they are listed as S-o and Th-6. 
The untreated specimens were cut from the 
full-hard sheets as received, and the treated 
specimens were cut from 14 by 16-in. 
sheets that had been treated in wet hydro- 
gen in a laboratory sheet-annealing furnace. 

The 0.033-in. sheet was treated for 5 hr. 
and the o.111-in. sheet was treated for 
21 hr. Hardness readings on the 0.033-in. 


aging experiments are shown in Figs. 5 and 
6. While there is some scatter in the results 
of the hardness tests, particularly in the 
0.033-in. material, which was somewhat 
bent as a result of quenching, there is 
clearly no increase in hardness on aging 
after quenching the wet-hydrogen-treated 
steels. 


Changes in Composition Resulting from 
Annealing in Wet Hydrogen 


In view of the fact that a review of the 
literature concerning the hydrogen purifica- 
tion of iron indicated that, at the tempera- 


_ ture used, the wet hydrogen treatment 


might be expected to affect principally the 
carbon, nitrogen and oxygen contents of 
the steels used, no very careful check of 
changes in the other common impurities 
was made. The following analyses of the 
T steel before and after annealing in wet 


pie 
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hydrogen for 3 hr. at 725°C. also tend to 
support this view: 


Steel T hydrogen- 
treated to eliminate 


In view of the fact that wet hydrogen 
annealing has been used to introduce 
oxygen into iron, it is hardly likely that the 
hydrogen treatment as now -carried out 
would reduce the oxygen content of the 
metal. As Krings and Kempkens’® have 
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saturation limit, at which point FeO will 
begin to form on the surface. Since the 
speed with which the yield point and aging 
are eliminated increases with increasing 
water content of the gas mixture, it does 
not appear likely that these results are 
attained by the removal of oxygen from 
the steel. That the oxygen content is not 
reduced, but may even increase slightly, 
is evident from the results of vacuum-fusion 
analyses made on treated and untreated 
sheets and shown in Table 4. 

Despite some scatter in the results, 
oxygen appears to increase rather than 
decrease as a result of the hydrogen treat- 
ment; the nitrogen content for the rimmed 
steel decreases as a result of the treatment, 


TABLE 4.—Analyses of Treated and Untreated Sheets 


PER CENT 
Steel Type Condition | Mn Pp Si Ne He Ob 
S-r Rimmed | Treated 0.35 0.007 0.00r 0.0006 0.00024 0.0235 
: Not treated 0.37 0.008 0.002 0.0033 0.00026 0.0185 
S-9 Killed Treated 0.33 0.0L 0.003 0.0039 0.00018 0.0113 
Not treated 0.35 0.008 0.005 0.0046 0.00026 0.0102 


* Wet method. 
+’ Vacuum fusion. 


TABLE 5.—Effect of Time of Treatment on Properties and Analysis 
Steel Th-6. Treated at 720°C. with 30 per cent water vapor. Sheet thickness, 0.111 inch. 


a ee Ge 


. Yield- 
Le Lower point Tensile 
Treat- | Rock- | Yield | Elonga- | Strength, 
ae well B | Point, Lb.| tion, Per | Lb. per 
“ar perSq.In.| Cent in In. 
v 2 In, 
oe 42 30,400 5.6 47,500 
8 33 29.700 6.2 40,300 
9 33 29,000 6.3 39.600 
10 32 25,600 4.0 38,800 
II 30 21,300 1.5 38,400 
12 30 17,900 0.6 38,800 
zs 26 15,200 O.2 38,800 
13}4 23 14,400 0.3 38,400 
15 20 13,700 0.5 38,400 


eae Oem ek 
Elonga- onga- rain- 
tion, Per | tion, Per aging, ares Wexer 
Cent in Cent in Per Cent 
2 In. 2 In. 
22.7 36 25.0 0.06 0.0036 
27.5 44.5 15.0 0.0035 | 0.0012 
25.5 47 14.5 0.0040 | 0.0017 
ata 49 wos 0.0034 | 0.0012 
50 0.0 0.0027 | 0.0014 
31-6 5I 0.0 0.0034 | 0.0014 
30.1 50 0.0 0.0029 | 0.0014 
31.0 49 0.0 0.0038 | 0.0014 
31.0 49.5 0.0 0.0031 | 0.0014 


« Vacuum annealed, 1434 hr., 730°C. 


shown, at any given temperature and 
partial pressure of water there will be an 
equilibrium amount of oxygen in solid 
solution in alpha iron, the amount of 
oxygen in solution increasing as the partial 
pressure of water increases up to the 


while that of the aluminum-killed steel is 
substantially unaffected. In every case the 
hydrogen content of these sheets both be- 
fore and after treatment is negligibly small. 

In an effort to fix more precise limits for 
the carbon and/or nitrogen content neces- 
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sary if a steel is to exhibit a yield point and 
strain-aging, a series of specimens was 
prepared in which all conditions were 
represented, varying from no hydrogen 
treatment through sufficient hydrogen 
treatment to eliminate completely both 


properties from normal yield point and high 
percentage of strain-aging to no strain- 
aging and no yield point. The nitrogen and 
carbon have been removed to the limit of 
chemical analysis before any appreciable re- 
duction occurs in the yield point or in the 
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Fic, 7-—EFFECT OF TIME OF WET HYDROGEN TREATMENT ON CARBON AND NITROGEN ANALYSIS, 


TENSILE PROPERTIES AND STRAIN-AGING IN HEAVY-GAUGE SHEET STEEL (0.111-INCH THICK RIMMED 
STEEL). 


strain-aging and yield point. Table 5 
shows the mechanical properties together 
with the carbon and nitrogen analyses of 
this series of specimens. These results are 
also plotted in Fig. 7. All of these specimens 
were cut from a single sheet of the o.1r1-in. 
thick, full-hard temper. rimmed _ steel. 
The specimens chosen have a full range of 


degree of strain-aging. As far as the analyses 
shown are concerned, these two elements re- 
main unchanged while a marked change is 
occurring in the yield point and strain- 
aging behavior. 


Carbon analyses were carried out under 
the direction of Dr. J. B. Austin, in a special 
carbon-determination train in the United 
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States Steel Corporation Research Labora- 
tory, Kearny, N. J. The apparatus used 
and the method of analysis were essentially 
the same as those described recently by 
Wooten and Guldner.”® Nitrogen analyses 
were carried out in the chemical laboratory 
of the Homestead Steel Works of the 
Carnegie-Illinois Steel Corporation. The 
acid digestion and distillation method 
described in ‘‘Sampling and Analysis of 
Carbon Steels”’*®® was used. 

On the basis of these analyses, two possi- 
bilities suggest themselves. First, that the 
radical change in the yield point and strain- 
aging behavior is not a result of the loss 
of carbon or nitrogen during the hydrogen 
treatment, but results from some other 
change in composition which was not 
detected. Second, that despite the fact 
that the analyses reported here were 
obtained by means of _ high-precision 
analytical methods, the changes in carbon 
and nitrogen responsible for the marked 
change in mechanical and aging properties 
are so small as to escape detection. The 
latter possibility is believed to represent 
the true state of affairs. This belief is 
based on certain experiments to be de- 
scribed later, in which hydrogen-treated 
specimens were subjected to carburizing 
and nitriding treatments. In these experi- 
ments, it was found that either of these 
treatments caused a return of the yield 
point and strain-aging. 


Changes in Microstructure Accompanying 
Hydrogen Treatment 


In most of the hydrogen treatments 
carried out in the course of this investiga- 
tion, the starting material was in the full- 
hard condition (cold-rolled 45 to 55 per 
cent). For this reason, recrystallization 
occurred during the treatment and ob- 
scured any other changes that might be 
taking place. However, some treatments 


_were carried out with fully annealed sheets 


as the starting material. In addition, 
several series of specimens exhibiting 


various degrees of strain-aging and the 
yield point were examined. 

The first effect of the hydrogen treat- 
ment was to cause a complete disappear- 
ance of all visible carbides. This disap- 
pearance, however, took place before there 
was any marked reduction in the yield 
point or strain-aging. In etching for 
carbides, the nitrobenzol-nitric acid re- 
agent described by Pilling*! was found to 
be a more satisfactory reagent than nital, 
picral or alkaline sodium picrate. In 
addition to outlining the carbides, this 
reagent imparted a pale but distinct color 
to the carbide particles, so that they could 
readily be distinguished. During disappear- 
ance of the yield point and strain-aging, the 
only apparent change was a decrease in the 
contrast between the grain boundaries and 
the grains themselves when nital (4 per 
cent) was used as an etchant. For example, 


TaBLE 6.—Effect of Temperature of Wet 
Hydrogen Treatment on Grain Size 


Approximate 


Temperature of I 
Grains per Sq. 
Mm. 


Hydrogen Treat- 
ment, Deg. C. 


A.S.T.M. Grain 
Size No. 


710 7 to 8 1,526 
750 7 1,024 
800 5 to6 384 
850 4tos5andtr 96 and 16 


i 


if specimens treated for varying times were 
mounted and etched together, the speci- 
men treated for the least time, and there- 
fore still showing a yield point and strain- 
aging, would exhibit sharply defined grain 
boundaries, whereas the specimens that 
had been fully treated did not. In the 
latter case, considerably longer times of 
etching were required to develop the grain 
outlines. In examining the partially and 
fully treated specimens at high magnifica- 
tion (2000X), the difference in ‘‘sharp- 
ness” of the grain boundaries did not 
appear to result from the presence or 
absence of a second phase. No evidence for 
a grain-boundary network of a second 
phase was found. 
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The ferrite grain size resulting from 
annealing in wet hydrogen was found to 
be substantially the same as that obtained 
for the same materials by box annealing, 
using mill practice. This was true whether 
the starting material was full-hard cold- 
reduced sheets or sheets that had been 
box-annealed at the mill. Table 6 lists the 
grain sizes obtained at several tem- 
peratures where the time at each tem- 
perature was the minimum required for 
complete elimination of the yield point and 
strain-aging. 

For most of the forming operations in 
which low-carbon sheets are used, the 
maximum grain size that may be tolerated 
without undue surface roughness is ap- 
proximately A.S.T.M. No. 6. Since the 
optimum temperature range for the hy- 
drogen treatment lies below 750°C.,. this 
requirement is readily met. 


Summary 


The following changes are observed 
when low-carbon steel of the grades 
normally used for deep drawing is annealed 
in wet hydrogen: 

1. The yield point that has been con- 
sidered typical of steels containing large 
amounts of ferrite is completely eliminated 
and the stress for the beginning of plastic 
deformation is greatly reduced. 

2. Both strain-aging and quench-aging 
are completely eliminated. 

3. The carbon and nitrogen contents of 
rimmed steels so treated are markedly 
lowered. Carbon is believed to be less than 
0.003 per cent and nitrogen less than 
0,001 per cent after treatment. 

4. With aluminum-killed steels, there 
is some evidence to indicate that the 
nitrogen content is unaffected by the 
treatment. The carbon content decreases 
as in rimmed steels. 

5. Upon completion of the treatment, all 
traces of cementite have disappeared. The 
treatment appears to affect the etching 
characteristics of the steels, particularly 
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when nital is used as an etchant. As the 
treatment proceeds, it becomes more and 
more difficult to develop distinct ferrite 
grain boundaries. : 


Factors INFLUENCING THE EFFECTIVENESS 
OF THE WET HYDROGEN TREATMENT 


After it had been demonstrated that 
annealing low-carbon sheets in wet hydro- 
gen completely eliminated aging and the 
yield point, a number of experiments were 
undertaken to determine the most effective 
manner of carrying out the treatment. The 
factors that were examined with respect 
to their effect on the time required for treat- 
ment were: water content of the hydrogen, 
temperature of treatment, thickness of 
sheet, composition of sheet (principally 
carbon content), the initial condition of 
the sheet (cold-worked or annealed) and 
the flow rate of the gas mixture. 


Influence of Moisture Content of Gas Mixture 


The way in which various properties 
change as the time of treatment increases 
is illustrated in Figs. 8 and 9,:which are 
typical. Fig. 8 is for 710°C. with a partial 
pressure of water vapor of 216 mm. of 
mercury (30 per cent by volume); Fig. 9 
is for the same temperature, but with a 
lower water-vapor content (10 per cent by 
volume). The curves for the various proper- 
ties as a function of time are very similar in 
shape, but have been shifted to longer 
times at the lower water content. It should 
be noted that the values shown for tensile 
strength and bench elongation represent 
the material in the strain-aged condition. 
The tensile testing procedure was as fol- 
lows: The specimen was strained to 8 per 
cent extension, taken out of the machine 
and aged 3 hr. at 200°C., then tested to 
failure. ; 

As the results in Table 7 show, the 
effect of increasing the water-vapor con- 
tent of the gas mixture is most marked 
for the first few per cent added; at higher 
percentages slight variations in water 
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content do not affect the required time of 
treatment appreciably. For this reason, it 
was felt that carrying out an extensive 
series of experiments to obtain more precise 
data was not warranted. After these 
experiments had been concluded, all subse- 
quent hydrogen treatments were made 
using the maximum possible amount of 
water for any given temperature. The 
partial pressures of water vapor used were 
chosen so as to be a few millimeters of 
mercury below the equilibrium value 
for the formation of oxide as interpolated 
from the data of Emmet and Schulz.® 

No determination was made of the water- 
vapor content of the tank hydrogen used, 
but, in the absence of any liquid water 
in the tank, this may safely be assumed to 
be extremely small. Since the tanks are 


TaBLE 7.—Time Required for Elimination 
of Yield Point and Strain-aging Using 
Various Mixtures of Hydrogen and 
Water Vapor 

Temperature 710°C.; material, 0.0335 in. 
cold-reduced rimmed steel (T-4). 


Time to Elimi- | Time to Elimi- 
ae Pag nate Strain- nate Yield 
aging, Hr. Point, Hr. 
Tank hydrogen 20 140 
4.7 2.5 3.0 
has 2.0 2.5 
21.0 rs 2.0 
29.1 DS Ts 


filled at approximately 130 atmospheres 
pressure, the average water content would 
only be less than one thousandth of a 
per cent, even if saturated at room temper- 
ature. The times in Table 7 are those 
necessary for the complete elimination of 
all traces of strain-aging and the yield 
point, either of which may be markedly 
reduced in considerably shorter times. This 
is particularly true of the tank-hydrogen 
treatments, 


Influence of Temperature 


A preliminary investigation covering 
the range 680° to 850°C. indicated the 


optimum temperature to be somewhere 
in the vicinity of 700° to 725°C. At 800°C. 
and above the grain size obtained was 
greater than A.S.T.M. No. 6, and in 
addition, the treatment was not as effective 
in eliminating aging. No decision as to the 
effectiveness of the treatment as regards 
the yield-point elimination could be made, 
since the larger grain size in itself caused a 
partial elimination of the yield point. 
Following this preliminary survey of the 
effect of temperature, a second, more 
precise, series of experiments was made to 


TABLE 8.—Effect of Temperature on Time 
of Treatment in Wet Hydrogen 

Steel: Cold-reduced rimmed steel, T-3. 
Thickness, 0.0355 to 0.0375 in. Flow rate, 0.9 
to 1.0 cu. ft. per hr. (furnace volume o.11 cu. 
ft.). Partial pressure of HoO, maximum possible 
at each temperature without scaling (204 mm. 
at 670°C., 227 mm. at 740°C.). 


Time to Elimi- | Time to Elimi- 
Temperature, nate Strain- nate Yield 
aging, Hr. Point, Hr. 
. { 
671 4.6 Sum 
680 3.8 4.6 
691 ae 4.0 
702 22 332 
710 2.2 2.8 
720 1.8 2.0 
730 Cr | 2.2 
740 1.8 Pet 
700 | 1.72 2.02 
800 | 2.32 b 
850 } 3.62 b 


* Estimated from approximate times obtained in 
preliminary experiments 
6 True yield point obscured by large grain size? 


fix the optimum temperature more closely. 
In this series, specimens were treated for 
periods differing by 12 min., and the time 
to eliminate aging and the yield point was 
determined to the nearest 12-min. interval. 

The experimental conditions for this 
series of experiments and the times neces- 
sary to eliminate completely aging and the 
yield point, as a function of temperature 
in the range 670° to 740°C. are shown in 
Fig. ro and Table 8. The shape of these two 
curves strongly suggests two different types 
of reactions operating simultaneously, but 


—— 


J. R. LOW, 
having temperature-rate coefficients of 
opposite sign. 


Influence of Specimen Thickness 


Tensile specimens were prepared from 
sheets varying in thickness from 0.0095 to 
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and the yield point are shown in Table o. 
All treatments were carried out at 720°C. 
with the exception of the 0.033-in. thick 
which was treated at 710°C. 

These results are plotted logarithmically 
in Fig. rr. The equation relating the time of 
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Fic. 10.—EFFECT OF TEMPERATURE OF WET HYDROGEN TREATMENT ON TIME OF TREATMENT. 


o.11r in. and were treated for various 
lengths of time. All of the specimens were 
in the full-hard condition before treatment 
and all were rimmed steels containing less 


TABLE 9.—Influence of Specimen Thickness 
on Time of Hydrogen Treatment 


5 ee Time to Elimi- 
: Time-to Elimi- - 
Thickness, In. f nate Yield 
nate Aging, Hr. Paint, Hie! 
| 
0.00905 0.25 0.3 
0.033 1.5 2.0 
0.036 1.8 2.2 
0.038 2.2 2.6 
0.044 2.0 zo 
0.052 3-4 4.2 
O.1II 10.5 13.0 


than 0.08 per cent carbon. The time 
interval between successive specimens for a 
given thickness varied from 5 min. for the 
0.0095-in. series to 30 min. for the 0.111-in. 
series. The times to eliminate strain-aging 


treatment and the specimen thickness is 
t = 1.4a!-5 X 108, where ¢ is the time to 
eliminate the yield point in seconds and a 
is the specimen thickness in inches. 

If the slow step in the process is assumed 
to be the diffusion of some element such 
as carbon to the surface of the specimen, 
and if it is assumed further that the 
yield point disappears when the mean 
concentration of carbon falls below some 
limiting value, the relationship between 
the thickness and time of treatment should 
be a parabolic one and the exponent should 
be 2 instead of 1.5; this is based on diffusion 
from a homogeneous single phase with no 
excess carbide present at the temperature 
of treatment. Since the solid solubility 
of carbon in alpha iron at this temperature 
(720°C.) is between 0.03 and 0.04 per 
cent*.84 most of the specimens probably 
contained some free carbides, which might 
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account for the exponent being smaller 
than the theoretical value of 2.0 for a 
diffusion process. This problem has not yet 
been treated mathematically. 
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steels after hydrogen treatment have 
slightly higher yield strength and tensile 
strength and lower elongation than the 
rimmed steels. 


30% WATER VAPOR 


TO ELIMINATE 
YIELD POINT 


15.0 


TIME — HOURS 


Fic. 11—EFFECT OF TIME OF TREATMENT ON THICKNESS OF SHEET THAT MAY BE TREATED TO 
COMPLETION IN WET HYDROGEN, 


Wet Hydrogen Treatment of Other Grades 
of Steel 


In most of the experiments described 
low-carbon rimming-grade steels were used. 
The hydrogen treatment has also been 
applied successfully to low-carbon alumi- 
num-killed steels and higher-carbon steels 
of open-hearth origin, and with partial 
success to a low-carbon bessemer steel 
containing considerably more nitrogen than 
is found in open-hearth steels. 

With regard to the time required to 
eliminate aging and the yield point, both 
rimmed and killed steels in the low-carbon 
range were found to behave precisely 
the same. Steels T-1, T-2, T-3 and T-4 
(see Table 1) were annealed in wet hydro- 
gen for 3 hr. and then tested. The results 
of the strain-aging and tensile tests may 
be seen in Table ro. In general, the killed 


Higher carbon steels may also be treated 
to eliminate strain-aging and the yield 
point, but the time required increases 
rapidly with increasing carbon content. 
This is shown in Table 11 for a series of 
steels of increasing carbon content. _ 

Steels C-1, C-2 and C-3 were obtained 
in the form of full-hard, 34-in. wide, 
cold-rolled strip and steel TH-1 was full- 
hard sheet steel. Treatments were carried 
out in the vertical tube furnace with a 


partial pressure of water of 220 mm. and 


a flow rate of 2.0 cu. ft. per hr. Micro- 
scopic examination of the 0.23 and 0.36 
carbon steels following treatment for 
various lengths of time indicate that the- 
last traces of carbon have disappeared 
by the time the treatment is complete. 
The partially treated specimens have a 
decarburized surface layer, completely 
free from any carbides, that gradually 
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TABLE 10.—Comparison of Hydrogen-treated Rimmed and Killed Sieels 
ee eae RSS ssp sesestnsppssessbesuncsngpy-socbsonsteenspesevnatesansrunsasssoe 


Hard BS etal 
ardness, ongation, 
Steel Type Rockwell B | Per Cent in 
2 In. 

T=1 Killed, strain-aged 36 Nil 
T-1 Killed, not aged 35 Nil 
T-2 Killed, strain-aged 38 Nil 
T-2 Killed, not aged 36 Nil 
T-3 Rimmed, strain- 

aged 32.5 0.5 
T-3 Rimmed, not aged 28.0 0.5 
T-4 Ricumed, strain- 29.0 Nil 

age 
T-4 Rimmed, not aged 25.5 Nil 


Uniform Bench r: : Tensile 
Elongation, Elongation, bap: Pe Strength, 
Per Centin | Per Cent in 7 ‘aa da: | Lb. per Sq. 

arin. 2 in: a Ins 

31.5 40.5 17,100 44,800 
31.5 44.0 17,400 45,000 
33.0 42.0 16,300 44,500 
31 44.0 16,600 45,000 
aaaccy 44.0 16,200 40,900 
33.0 46.0 14,800 41,000 
33 47.0 14,200 39,600 
33-5 47.0 12,900 39,500 


moves in toward the center as the treat- 
ment proceeds. 

In addition to these experiments with 
higher carbon steels, a bessemer steel of 
approximately the same analysis as the 
low-carbon rimming steels except for 
nitrogen and phosphorus was tested to 
determine the time required for the 


' elimination of the yield point and strain- 


aging. This was a capped steel in sheets 


TABLE 11.—Effect of Carbon Analysis on 
Time of Wet Hydrogen Treatment 
Partial pressure H,O: 220 mm. Hg. 


| 
Tem- 


Time to . 
Car- ics ; mi- 
m™mi- : per- 
» Steel jar | nate | Yield a wir ature, 
/ i € . 
Cent | Aging, Point, i 
= Min ; 
Th-1| 0.06 {132 + 6/156 + 6 0.0382 720 
C-3|] 0.10 |/135 + 15}165 + 15/0.035-0.036/ 730 
C-2}] 0.23 |225 + 8]225 + 8]/0.035-0.037| 730 
C-1| 0.36 |360 + 10/380 + I10/0.036-0.037| 730 


0.042 in. thick. Treatments were carried 
out at 730°C. with a partial pressure of 
water vapor of 220 mm. and a flow rate of 
2.0 cu. ft. per hr. Aging was eliminated in 
the bessemer material in approximately 
160 min., which is substantially the same 
as that required for open-hearth steel 
in the same thickness (0.042 in.). The 
effect of the wet hydrogen treatment on 
the yield point of the Bessemer steel, 
however, is quite different. Six hours of 
treatment was required to reduce the yield- 
point stress to a constant level (22,000 |b. 


per sq. in.), and even after this length of 
time, the material still shows a small 
amount of yield-point elongation, approxi- 
mately 1 per cent. Open-hearth steel in 
the same gauge and carbon content 
requires only 3 hr. for complete elimination 
of the yield point. The time of treatment 
was gradually increased to 16 hr., with no 
further decrease in the stress at the lower 
yield point, and substantially no decrease 
in the yield-point elongation. 


Influence of Rate of Flow of Gas Mixture 


This variable was not examined carefully 
over a wide range of flow rates, but certain 
qualitative observations indicate that some 
minimum flow rate must be exceeded in 
order that the treatment may proceed 
at its maximum rate. For example, when 
using the 2-in. i.d. tube furnace described 
on page 4, it was found that increasing 
the flow rate from o.2 up to 1.0 cu. ft. per 
hr. decreased the time required, but no 
further decrease occurred if the flow rate 
was increased to 2.0 cu. ft. per hr. For this 
furnace, 1.0 cu. ft. per hr. corresponds to a 
linear flow rate of approximately o.or ft. 
per sec. For a rate of 0.001 ft. per sec. in a 
larger furnace there was no appreciable 
decrease in aging or the yield point up to 
15 hr. When the flow rate was increased 
to approximately o.o1 ft. per sec., the time 
of treatment for complete elimination 
corresponded very closely to that found 
when treating tensile specimens in the 
smaller furnace. 


Effect of Heating in Air Following 
Wet Hydrogen Treatment 


This experiment was carried out in 
order to determine whether or not anneal- 
ing in air caused a return of either the 
yield point or aging, once they had been 
removed by treating in wet hydrogen. 
This question would be of considerable 
importance if it should be necessary to 
anneal sheets, or articles formed from 
them, at some time subsequent to the 
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by excessive scaling. The test data are 
listed in Table 12. 

The same materials were normalized in 
air at 885 and 940°C., and it was found 
that some strain-aging will occur following 
either of these high-temperature treat- 
ments, although to a much smaller degree 
than in untreated sheets. The normalizing 
treatments were carried out by placing 
the specimens in an electric muffle furnace 
which was at temperature, holding at 
temperature for 15 min. and then removing 


TABLE 12.—Effect of Annealing in Air Following Wet Hydrogen Treatment 


As Strain-aged 
iS) ee Unif Bench 
trength, : niform enc 
Steel Treatment Lb. per Bsr’ Elon- Elon- Strain- 
Sq. In. Tease gation, gation, aging, 
Sa. P a Per Cent | Per Cent | Per Cent 
a. in 2 In in 2 In 
T-3 | Wet He 13,850 41,100 35.5 47.0 0.0 
T-4 | Wet He j 13,850 33.2 47.0 0.0 
T-3 Wet Hae followed by air anneal 3 hr. at 17,350 26.5 35-7 0.0 
T-4 710°C. Furnace cool 16,600 ; 28.2 Gok 0.0 
T-3 20,050 29.54 39.5% 
T-4 19,600 40,800¢ 28.3% 35.52 


2 Not strained and aged. 


TABLE 13.—Properties of Sheets Normalized at 885°C. and 940°C. Following Wet Hydrogen 


Treatment 

Yield Tensile | Se ae 
Steel Treatment os Spas Elongation, caiad. ; 

Sa. i Sa. Th Per Cent | Per Cent 

= ie in 2 In. 
a } Hyd { 13,850 41,100 : ota 
4 ydrogen treatment only 13,500 39,800 . 0.0 
tT Hydrogen-treated and normalized in air at 940°C. 13,050 S200 
m4 11,100 33,0002 
TS Hydrogen-treated and normalized in air at 885°C. ao 500 37,300 
-4. 16,200 38,3004 Ta 


« As strained 10 per cent and aged at 200°C. for 3 hours. 


hydrogen treatment. In addition, Pfeil!® 
has reported that annealing in air following 
wet hydrogen treatment causes a complete 
return of strain-aging. No yield point, nor 
any evidence of strain-aging, was found 
following an anneal in air for 3 hr. at 710°C. 
However, a slight increase in the yield 
strength occurred, and there was a marked 
drop in bench elongation, probably caused 


and allowing to cool in still air. Irregulari- 
ties occur in the early part of the stress- 
strain curves for the specimens normalized 
at 885°C., which might be interpreted as a 
tendency toward a return of the yield 
point, but there is no actual drop in the 
load nor elongation at constant load. For 
the specimens normalized at 940°C., no 
conclusion can be drawn regarding the 


oP ee 


a= 
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TABLE 14.—Mechanical Properties of Sheet Treated with Wet Hydrogen and Cold-rolled 


0.2 Per : Bench 
ae F Hardness, |.Cent Yield Tensile Elon- 
Condition ik sein Rockwell | Strength, pana) aren 
B Lb. per Ss : Ae Per Cent 
Sq. In. iene in 2 In. 
| 
As hydrogen-treated ape 
CPR ed eee Sn Ch eee = & .132 15 13,100 ,500 3: 
ara SaDOY GoMine sug ee Ge wie ces ce od 0.100 66 45,4002 Prmr the hs hla 
a Eee BO ORRIN ee sce eas a carne ek hE 0.067 78 56,4008 | 60-64,000 9.5 
Glt-solled. Fah PeMmCenes: hPa GR Oe hae ona ss 0.037 Bs 74,5007 | 76-77,000| 3.0-3.5 


¢ Extension measured with Tuckerman strain gauge. Yield strength obtained by offset method. 
Extension measured with dial-gauge extensometer. Yield strength obtained by offset method. 


yield point, since this treatment caused a 
ferrite grain size greater than No. 3, which 
would obscure any yield point that might 
be present. The grain size of the specimens 
normalized at 885°C. was No. 5 or No. 6. 

The results of the mechanical tests on 
specimens so treated are shown in Table 13, 
together with results on the same steels 
after hydrogen treatment only. The low 
elongation of the two specimens normalized 
at 940°C. may be related to their extremely 
large grain size. 


Mechanical Properties of Hydrogen-treated 
Sheets after Cold-rolling and after 
Cold-rolling and Annealing in Air 


The effect of cold-work on the mechan- 
ical properties of hydrogen-treated steel 
is of interest, since this material is intended 
for use in various cold-forming operations. 
For this reason, strips cut from a 0.132-in. 
hydrogen-treated rimmed steel sheet were 
cold-rolled 25, 50 and 72.5 per cent and 
then tested for hardness, 0.2 per cent 
yield strength, tensile strength, and bench 
elongation. The results of these tests are 
shown in Table 14, and it will be noted 
that they are substantially the same as 
those to be expected for untreated steels 
after the same amounts of cold redyction 
following hot-rolling or box annealing. 

The effect of cold reduction followed by 
ordinary annealing on the properties of 
hydrogen-treated sheets, particularly aging 
and the yield point, is of interest, since it 
might prove more economical to carry 
out the hydrogen treatment before cold 


reduction rather than afterward. For this 
reason, several of the strips that had been 
cold-reduced 72.5 per cent were annealed 
in a small electric furnace (no atmosphere 
control) for 3 hr. at 700°C. and furnace 
cooled. Five specimens were made into a 
small pack to prevent excessive oxidation 
and the three inside specimens of the pack 
were tested. The results of these tests are 
shown in Table rs. 


TABLE 15.—Effect of Cold Reduction Fol- 
lowed by Ordinary Annealing on the 
Properties of Hydrogen-treated 


Sheets 
: ° Agin 
Yield- Uni- eine: 
5 Bench Per 
Lower | point : form 
Yield Bion Tensile Pion Elon- | Cent, 
: = Strength, : gation, | 10 Per 
Point, | gation, patty gation, pee Cent 
Lb. per Per =P Per ee 
Sq. In. Cent | Strain 
Sq. In. |_| Cent Cent ina In. | 4 Hr 
in 2 In. in 2 In BOOoG 
19,250 I.0 35,000 27.7 .0 (a) 
20,250 I.4 35,400 28.7 45.0 °o 
21,150 1.6 36,900 30.2 5 [o} 


Comparing these results with those 
given in Table 14 for the hydrogen-treated 
sheet before cold-rolling or annealing, it 
will be noted that the yield point has been 
raised and there is now a definite but small 
amount of yield-point elongation. How- 
ever, neither the yield point nor the yield- 
point elongation are as high as those 
obtained with untreated box-annealed 
sheets. The tensile strength is slightly 
lower than that of the original sheet, as 
is the uniform elongation. While the bench 
elongation is considerably under that 
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of the original o.132-in. sheet, it is, never- 
theless, normal for the hydrogen-treated 
sheets in this thickness (0.037 in.). Cold- 
rolling followed by annealing has not 
caused any return of the susceptibility 
to strain-aging, which was removed by 
the hydrogen treatment. 


Treatment with Wet Hydrogen Containing 
Nitrogen 


_ Altenberger*® reports that in the produc- 

tion of nonaging steel by annealing in tank 
hydrogen, the amount of nitrogen in the 
hydrogen must be kept below a certain 
minimum value, which amounts to about 
0.004 per cent at 700°C., in order that the 
process shall be effective. To determine 
whether or not this same restriction applies 
when wet hydrogen is used, the wet 
hydrogen treatment was carried out by 
using hydrogen to which approximately 1o 
per cent by volume of nitrogen was added. 

The material used in this experiment 
was steel No. T-3. In the earlier experi- 
ments the partial pressure of water used 
was approximately 220 mm. To avoid 
oxidation in this particular series because 
of reduced partial pressure of hydrogen. 
the partial pressure of water was reduced 
to about 170 mm. For this reason, it 
might be expected that the times to 
eliminate aging and the yield point would 
be increased slightly. The results of a 
series of treatments for different lengths 
of time are shown below. The presence 


) 


Wet He 
with Wet Hz 
1o Per | without 
Cent N:, | Ne, Hr. 
Hr 
Aging eliminated....... 1.8 1.8 
Yield point eliminated... 2.6 2.2 


of even large amounts of nitrogen in the 
hydrogen used for the wet hydrogen treatment 
has no very profound effect on the length of 
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time required. The slight increase in the time 
required to eliminate the yield point 
might be explained simply on the basis 
of the dilution effect of the nitrogen. This 
result does not necessarily conflict with 
Altenburger’s, which applies to annealing 
in tank hydrogen, since there is some reason 
to believe®® that the presence of traces of 
oxygen or water prevent any reaction 
between molecular nitrogen and iron. 


Summary 


The following variables have been 
examined with regard to their influence 
on the effectiveness of the wet hydrogen 
treatment in eliminating the yield point 
and aging: ; 

1. Moisture Content—The time required 
for treatment decreases as the moisture 
content increases. This decrease is most 
marked as the moisture content is increased 
from zero up to 5 per cent, but a further 
slow decrease is observed as the partial 
pressure of water is raised up to the maxi- 
mum permissible without oxidation. The 
treatment is ineffective if any oxide forms 
on the specimen surface. 

2. Temperature.—The time required for 
the treatment goes through a minimum at 
approximately 730°C. The optimum tem- 
perature range appears to be 720° to 740°C. 
The effect of temperature was examined 
over the range 670° tq 850°C. 

3. Specimen Thickness—The relation- 
ship between sheet thickness and time for 
complete elimination of the yield point and 
aging for rimmed steels under 0.08 per cent 
carbon is given by the equation: 


§= 1.40! & 20° 

where 

¢ = time in seconds 

a = sheet thickness in inches 

4. Composition of Steel—Rimmed and 
killed steels in the same carbon. range 
appear to be very similar with regard 
to the effect of hydrogen treatment. 
Increasing the carbon content increases 
the time required, but does not affect the 
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properties of the treated steels. Increasing 
the nitrogen content (e.g., bessemer steel) 
does not increase the time to eliminate 
aging. The time for virtual elimination 
of the yield point for the one bessemer 
steel examined was considerably longer 
than that for low-carbon open-hearth 
steels; the last trace of a yield point was 
not eliminated. 

5. Rate of Gas Flow.—The influence of 


- flow rate on the process was not evaluated 


precisely, but some evidence was obtained 
to indicate that the flow rate must be 
maintained above o.o1 ft. per sec. if the 
time of treatment is to be a minimum. 

6. Heating in Air Following the Wet 
Hydrogen Treatment.—Annealing in air at 
approximately 7oo°C. does not cause a 
return of the yield point or aging. Some 
reduction in elongation was observed, but 
this may have been due to the loss of 
metal as a result of excessive scaling. 

Heating for short periods of time at 
either 885° or 940°C. in air, followed by 
cooling in air, caused slight return of 
aging, but no return of the yield point. 

7. Cold-rolling Followed by Heating in Air. 
Severe cold-rolling followed by “pack” 
annealing in air did not bring about 
any reappearance of strain-aging, but 
a small yield point was observed after this 
treatment. 

8. Nitrogen in the Wet Hydrogen.—The 
presence of molecular nitrogen up to Io per 
cent by volume does not increase the time 
required to eliminate aging and only 
slightly increases the time to eliminate 
the yield point. This latter effect may be 
due to the reduced partial pressure of 
hydrogen and water vapor. 


_ EXPERIMENTS TO DETERMINE THE 
IMPURITIES THAT CAUSE STRAIN- 
AGING AND THE YIELD POINT 
IN Low-CARBON STEELS 


The general plan of these experiments 
was based on the assumption that strain- 
aging and yield point are the result of the 
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presence in ordinary low-carbon steels of 


.some impurity or impurities as yet un- 


identified. Presumably, annealing in wet 
hydrogen removes these impurities and 
thereby renders the steel free from strain- 
aging and the typical yield-point behavior. 

The present investigation had an ad- 
vantage over those previously carried out in 
that the, wet hydrogen treatment provides 
a fine-grained material in which the yield 
point and strain-aging are absent. It was 
planned, therefore, to determine which 
of the commonly suspected elements is 
responsible for aging or the yield point by 
putting carbon, nitrogen and oxygen back 
into hydrogen-treated sheets and determin- 
ing whether or not aging and the yield 
point reappear, arranging the experiment 
to ensure the introduction of only one 
element at a time. 

The starting material for these experi- 
ments was hydrogen-treated, 0.036 by 
14 by 16-in. sheets. Each of these sheets 
yielded approximately 38 tensile speci- 
mens, each identified as to position in the 
particular sheet. Every third one of these 
specimens was then tested for aging and 
the yield point, and in this way the proper- 
ties of the material immediately adjacent 
to the specimens used for carburizing, 
nitriding, or oxidizing were known. None 
of the specimens tested “‘as treated” were 
found to exhibit any evidence for strain- 
aging or a yield point, so it may safely be 
assumed that the specimens immediately 
adjacent to them were also free from either 
of these effects. The 14 by 16-in. sheets 
before treatment were in the cold-reduced, 
full-hard condition. The steel used is 
labeled No. Sz in Table 1. The sheets were 
hydrogen-treated for 5 hr. at 720°C. in 
wet hydrogen, which constituted an “over- 
treatment,” since the minimum time for 
this grade and thickness was approximately 
3 hours. 

The general scheme for the introduction 
of the three elements (O, C, N) singly was 
as follows: 
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1. Oxygen.—Tank hydrogen mixed with 
sufficient water vapor to cause scaling 
was passed through a furnace containing 
the specimens to be oxidized. The oxidized 
specimens were then vacuum-annealed 
for sufficient time to allow diffusion from 
the oxide layer into the specimen. 

2. Carbon.—Purified hydrogen (Oz, H,0 
free) was bubbled through a high-purity 
hydrocarbon (normal heptane), and the 
mixture passed through a furnace contain- 
ing the specimens to be carburized. 

3. Nitrogen.—Mixtures of dried am- 
monia and purified hydrogen were used 
to introduce nitrogen into the hydrogen- 
treated sheets. The amount of ammonia 
in this gas mixture was maintained at a 
low enough value so that no nitride was 
formed on the surface (approximately 
5 per cent by volume). 


Oxidation of Wet-hydrogen-ireated Specimens 


Although the results of the vacuum- 
fusion analyses of wet-hydrogen-treated 


AGING AND THE YIELD POINT IN STEEL 


sheets indicate that oxygen is not one of the 
elements removed by the hydrogen treat- 
ment, several oxidation experiments were 
carried out. Specimens cut from a hydro- 
gen-treated sheet were oxidized at 720 CG 
(the temperature of the original hydrogen 
treatment) in wet hydrogen, and some of 
them were then vacuum-annealed for 
24 hr. at three different temperatures: 
720°, 805°, and 940°C. In every case oxide 
was still present on the surface following 
the vacuum anneal, so that the specimen 
may be assumed to have been saturated 
with oxygen at the particular annealing 
temperature. The mechanical properties of 
these specimens are shown in Table 16, 
together with the test results for specimens 
immediately adjacent to them in the 
original hydrogen-treated sheets. 
Oxidation at 720°C. does not cause a 
return of either the yield point or aging. 
In some cases, there appears to be a 
decrease in the bench elongation as a 
result of the oxidation treatment, but this 


TABLE 16.—Mechanical Properties of Hydrogen-treated Sheets after Oxidation 


Oxidati Vacuum A Yield-point Tensile Uniform Bench a3 
aa ees Lowes aa plone nor ee ler case Blongasion. «ae ee 
° i a Oba er Cent in . per Sq. er Cent in | Per Cent in : 
720°C.* | -Temperature| Per Sa- In. 2 In. a ti 2 In. ; 2 In. Cent 
ore is II,700 0.0 38,600 31.0 50.1 0.0 
: 720°C. \ 10,400 0.0 36,800 29.5 43.0 0.0 
None None 12,800 0.0 38,500 
. , : , 31.0 49.0 0.0 
30 min. 24 hr. sae ana | 
720°C. , : 37,000 | 31.5 47.0 0.0 
5 min. 2 rn 
4 Parcs 11,200 0.0 36,400 32.5 45.5 0.0 
eet ee 11,600 0.0 38,800 31.0 49.0 0.0 
720°C. \ 10,400 0.0 36,900 3355 49.0 0.0 
Nene ee 12,650 0.0 39,200 33.7 49.0 0 
a4 et 9,700 0.0 30,300 20.4 24.0 oe 
cae See 15,000 0.0 39,000 31.3 47-5 0.0 
940°C. \ 9,200 0.0 29,000 15.3 19.5 
None None II,700 0.0 
i : 39,100 Ds 
ants iyone u4.Gen 0.5 38,400 Se ae mae 
ne 12, ‘ : 
tes ee 00 0.0 39,100 31.0 45.5 0.0 
805°C \ 10,500 0.0 35,600 29.0 46.5 0.0 
one None 14,000 0.0 00 
3 hr. None 13,900 0.5 Bocauo yes Kee ae 
None None 14,100 0.0 ope ee 
3 hr. 24 hr. patie sigh pasts oe 
ec Jae BOrace 0.0 35,600 30.0 45.0 
e 5 
940°C 10,200 0.0 32,000 28.0 
, A 38.0 Lay 


* Oxidized in mixture of water vapor and tank hydrogen. 


> Extremely coarse grain. 
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is not consistently true. Annealing at 
805°C. after oxidation at 720°C. did not 
cause a return of the yield point or aging, 
and the bench elongation was unaffected. 
Annealing at 940°C. resulted in a very 


- coarse ferrite grain size, so that all of the 


mechanical properties were markedly af- 
fected; however, there is no evidence of 
any yield point and only slight evidence 
of aging after 1o per cent strain. This 
slight aging is without significance, how- 
ever, since there is also some indication of 
aging if hydrogen-treated specimens are 
annealed at this temperature without 
prior oxidation (cf. the last specimen in 
Table 16.) 
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asbestos and activated alumina brought 
about a definite return of the yield point. 
To determine whether this return of the 
yield point was due to the presence of small 
traces of impurities (such as hydrocarbons) 
in the gas after it had passed through the 
purification train, some of the wet- 
hydrogen-treated specimens were annealed 
in hydrogen obtained by diffusion through 
palladium. No reappearance of the yield 
point was observed in the wet-hydrogen- 
treated sheet after 48 hr. annealing at 
700°C. in hydrogen so purified (see Table 
17). It was concluded therefore that the 
appearance of the yield point originally 
noted was a result of impurities in the tank 


TABLE 17.—Experiments with the Carburizing Furnace 


i eS 


PP MPEESHEYEO SUP Ss oe 2 te chloe ws acaih Rpavh x We we 48 Hours Annealing at 700°C. 
in Hydrogen Obtained by Dif- 
fusion through Palladium 


SEEIENRG TONY coc ates vies Win Si ory ig whawimeus 


5 Hours Annealing at 700°C. 
in Tank Hydrogen Using the 
Purification Train: Liquid Ni- 
trogen Trap — Platinized As- 
bestos > Activated Alumina 


Strained ro Strained 10 


ai Sei Per Cent, Aged Rot Sepia Per Cent, Aged 
8 3 Hr. at 200°C. 8 3 Hr. at 200°C. 
Lower yield point, lb. per sq. BYE Adee «nee 10,750 13,000 16,050 15,650 
Yield-point elongation, per cent........... o 0.5 0.5 
Uniform elongation, per cent............. | 35-0 33.0 31.0 31.2 
Bench elongation, per cent.......:«.---.-. 52.0 48.5 43.0 43.5 
Tensile strength, lb. per sq. in........-.-- 36,500 37,000 37,500 37,000 

to) 


Strain-aging, per cent.......-..-+-+.--+- 
! | 


Carburization of Wet-hydrogen-treated 
Specimens 


In the carburizing experiments, the 
carburizing atmosphere was prepared and 
passed into a porcelain tube furnace 
through an all-glass system with no stop- 
cocks or rubber connections, except where 
the tank hydrogen entered. It was first 
necessary to ascertain that the purified 
hydrogen used to carry the hydrocarbon 
vapor was sufficiently pure so that no 
return of the yield point or aging occurred 
if wet-hydrogen-treated specimens were 
annealed in this carrier hydrogen alone. 
It was found that annealing wet-hydrogen- 
treated specimens in tank hydrogen puri- 
fied only by passing through hot platinized 


hydrogen, which were not eliminated by the 
platinized asbestos and the activated 
alumina, presumably hydrocarbons. 

The purification train was then changed 
by introducing into the line a liquid 
nitrogen trap between the hydrogen tank 
and the platinized asbestos. With this 
arrangement, it was found that for all 
practical purposes the reappearance of the 
yield point was avoided. The return of the 
yield point (after 5 hr. annealing at 700°C.) 
was of such a small magnitude that any 
effect of the carbon in the carburizing 
experiments should be readily recognized. 
The final gas-purification train was: Tank 
hydrogen — activated charcoal in liquid 
nitrogen — platinized asbestos > activated 
alumina — heptane saturator — furnace. 


232 


The carburizing agent used was liquid 
normal heptane of high purity (Eastman). 
The normal heptane saturator was held at 
25°C., at which temperature the vapor 
pressure is 46 mm. of mercury. The results 
are shown in Table 18. 

It was found that at a carburizing tem- 
perature of 700°C. one minute in the car- 
burizing atmosphere was enough for the 
wet-hydrogen-treated specimens to par- 
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properties of the specimen seem to be inde- 
pendent of the time of carburization. Under 
the conditions of the experiment, this 
limiting carburizing time appears to be 
214 to 5 min. at 700°C. 


Vacuum Annealing of Carburized Specimens 


Specimens that had been carburized for 
15 min. and for 3 hr. were vacuum- 
annealed at 700°C. for 15 hr. to determine 


TABLE 18.—Carburizing Experiments 
Temperature of carburizing furnace 700°C. 
Temperature of normal heptane saturator 25°C. 


+o Lower Yield Yield-point Uniform Bench Tensile at WATT 
Carburizing Point, Lb. Gleneatiod. Elongation, Elongation, | Strength, Lb. pate vos 
Time, Min. per Sq. In, Per Cent Per Cent¢ Per Cent¢ per Sq. In. 

I 20,150 ai 29.9 42.0 40,500 3.0 

eins 31,200 5.8 26.1 37-5 45,200 14.5 

5 35,400 55 22.9 Sry 52,0002 22.9 

5 35,200 6.0 22.0 31.0 51,0004 18.9 

I5 35,000 5.6 22.6 31.5 53,0002 23.5 

I5 34,500 Our 22.0 29.5 51,2002 19.2 

60 37,400 4.7 21.5 29.0 53,8002 TFUE 

120 35,800 AT 20.3 30.5 53,000¢ 14.2 

180 30,100 | 5.5 19.8 29.0 43,500¢ 21.6 


« As strain-aged; strained 10 per cent, aged 3 hr. at 200°C. 


tially regain their yield-point and strain- 
aging properties. It has already been 
pointed out that during a blank run wet- 
hydrogen-treated specimens annealed 5 hr. 
at 700°C. in the same train without the 
normal heptane saturator showed only a 
very small yield point and no strain-aging. 
In the carburizing experiments, the dura- 
tion of run was much shorter. Any differ- 
ence found in the carburized specimen must 
be due to the introduction of the normal 
heptane saturator and, therefore, to the 
presence of normal heptane in the gas. 
Thus, it can be safely concluded that car- 
bon is one of the elements that are responsi- 
ble for the yield-point and strain-aging 
phenomena in mild steel sheets. 

The data indicate a limiting carburizing 
time. Below the limiting carburizing time 
the yield-point and strain-aging properties 
of the specimen are functions of the car- 
burizing time (both increase with increas- 
ing time). Above the limiting carburizing 
time, the yield-point and_ strain-aging 


the effects of homogenization. They are 
compared with specimens as carburized in 


TABLE 19.—Comparison of Mechanical 
Properties of Carburized Specimens with 
and without Vacuum Annealing 


Carbur- iy Carbur- 
Treatment....... As ized 3 c ized 15 
Car- | Hr. a Min. 
bur- |Vacuum-| 24 d Vacuum- 
ized | annealed see annealed 
3 Hr |o4. ire Maa 24 Hr., 
700°C, i) Feo Gs 
Lower yield point, 
lb. persq.in....| 30,100] 32,000 | 35,000] 30,000 
Yield-point elon- 
gation, percent. pal 57 5.6 5.6 
Total elongation, 
per cent*.. 2.065 28.9 ee | Sis 33-8 
Bench elongation, 
per cent*...5.... 29.0 32.5 ch els} 0 
Tensile strength, ? oF 
Ib, per sq. in.*..] 43,500] 45,500 | 53,000) 44,600 
Strain-aging, per 
COUR. od. oe naleets 21.6 19.5 23.5 8.3 


a As strain-aged; strained 10 per cent, aged 3 hr. at 
200 


Table r9. Vacuum annealing of the speci- 
men carburized for only 15 min. caused a 


a a 


a ee a eT 
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reduction in the yield-point stress and the 
amount of strain-aging, which were extra- 
ordinarily high before vacuum annealing. 
Neither of these effects is noted for the 
specimen carburized 3 hr. These effects in 
the specimens carburized only 15 min. are 
presumed tobe caused by inward diffu- 
sion of carbon during the vacuum anneal- 
ing, resulting in an average carbon content 
lower than the original carbon in the surface 
layers. 


Nitriding of Wet-hydrogen-treated Specimens 


Nitriding was done in the same apparatus 
used for carburizing, after a slight modifica- 
tion. The train used was as follows: Tank 
hydrogen — activated charcoal and liquid 
N2 trap — hot platinized asbestos — acti- 
vated alumina — liquid ammonia _ satu- 
rator — nitriding furnace. Pure liquid 
ammonia was introduced into the saturator 
from a side connection by the condensation, 
in the saturator, of dried ammonia vapor 
supplied from a cylinder. After enough 
ammonia was condensed in the saturator 
to last for a run, the side connection was 
cut off. The temperature of the liquid 
ammonia saturator was kept constant at 
—75°C. by the use of a mixture of acetone 
and dry ice. The temperature of the nitrid- 
ing furnace was held at 500°C. These 
experimental conditions were so chosen 
that there was no danger of iron nitrides 
being formed in the sheet during the nitrid- 
ing run at 500°C.* 

Before nitriding a few blank runs were 
made without any liquid ammonia in the 
saturator. It was found necessary to 
reactivate the charcoal from time to time 
to avoid introducing a yield point; when 
this was taken care of, the purification train 
was satisfactory. 

The results of the nitriding experiments 
are given in Table 20. 

As for carburizing, there seems to be a 
limiting time beyond which further nitrid- 
ing produces no change in properties. At 


500°C, this limiting time seems to be about 
2 hr. Probably this can be explained on the 
assumption that after a certain time of 
nitriding the specimen has attained an 
equilibrium solid solution concentration 


TABLE 20.—Results of Nitriding 
Experiments 
Temperature of liquid ammonia saturator, 
—75°C. 
Temperature of nitriding furnace, 500°C, 


F Total 

ra Yield- Chet Elon- 

° ower | point trength| gation 
een Yield | Elon- Pao (as (as 

Be Point, | gation, Strai Strain- | Strain- 
8. Lb. per| Per train-| aged) aged) 

Min. aging? Bed), ged), 
Sq. In.| Cent Lb. per Per 

in2In Sq: In. | Cent 

in 2In 

5 17,000| 0 3-35 | 40,000 36.2 
ae) 18,380| 0.25 5.20 | 41,000 35.6 
15 19,700] 0.80 6.40 | 42,000 34.7 
15 20,000} 0.70 4.85 | 43,100 35.5 
15 20,350) 1.20 8.58 | 43,200 30.6 
20 20,500} 1.20 8.54 | 41,600 31.4 

25 21,100| 1.50 42,500 

40 20,300| 1.20 9.10 | 41,600 41.4 
50 22,200| 1.70 II.40 | 43,000 36.9 
60 25,050| 4.70 13.10 | 45,600 29.0 
120 30,500| 3.75 16.47 | 47,000 24.7 
180 29,450| 4.50 15.70 49,000 by oie 
480 31,780] 4.40 16.74 50,700 22 ny) 


« Strained 10 per cent, aged 3 hours at 200°C. 


TaBLE 21.—Mechanical Properties of N1- 
irided and Vacuum-annealed Specimens 


eT ee 


Total 

Yield- Tensile | Elon- 

Time of | KMet | point | strain. | SUMED) Bae 

Nitrid- Point, | gation, iy ne Strain- | Strain- 

ing, |Lb.per| Per c oe aged), | aged), 
Min. Sq. In.| Cent or Lb. per Per 
in2In Sq. In Cent 

in 2In 

I 24,350| 3-30 2.93 | 38,180 | 45.5 
235 24,830| 3.60 3.09 | 38,410 44.3 

5 26,240] 5§.25 10.16 | 38,820 42.6 
15 29,000} 5.25 16.00 | 41,900 33.3 
20 28,000| 5-30 15.98 | 41,250 22:3 
60 29,400] 4.50 20.60 | 48,600 28.5 
180 - 30,500| 4.00 19.13 51,600 28.0 
480 30,000} 4.30 17.51 | 49,900 22.3 


« Strained 10 per cent, aged 3 hr. at 200°C. 


corresponding to the furnace atmosphere 
and furnace temperature; further nitriding 
will produce no change in the nitrogen 
concentration of the specimen. 
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Vacuum Annealing of Nitrided Specimens 


Specimens that had been nitrided 
for various lengths of time were also an- 
nealed in vacuum for 24 hr. at 550°C. 
Mechanical properties of these specimens 
are given in Table 21. Vacuum annealing 
causes an increase in the effects of nitriding 
that may be explained as resulting from 
homogenization. 

Annealing in purified hydrogen causes 
about the same effects, as may be seen 
from the data collected in Table 22. 


TABLE 22.—Comparison of Mechanical Properties of Nitrided Specimens Subjected to 
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tivity are available to indicate precisely 
the amount of either nitrogen or carbon 
that will cause strain-aging or the yield 
point, but it is believed that the presence 
of either element in amounts of the order of 
o.oor per cent by weight is sufficient for 
both these phenomena to, be fully de- 
veloped. This belief is based in part on 
the extremely short times of carburizing 
or nitriding required and in part on analy- 
ses of wet-hydrogen-treated specimens in 
which the yield point and aging have just 
been eliminated. Another reason for be- 


Different Annealing Treatments 


Feeds es ee aoe 
- Strain- Strengt ongation 
Treatment Pp eae om eae a aging,* (Aged), (Aged), 
asst a Per Cent Lb. per Per Cent 
| per Sq. In.| Per Cent Sq. In ea eh, 
in 2 In. S te? 
Nitrided 2 lir.cas nitrided?. 2... 0cccmeccsseeee 25,050 4.70 13.10 45,600 29.0 
Nitrided 1 hr. Vacuum-annealed 550°C., 24 hr...| 29,400 4.50 20.60 48,600 28.5 
Nitrided rt hr. Vacuum-annealed 550°C. 24 hr., 
then cooled down slowly at 7° per hr.......... 28,630 4.60 17.42 49,500 18.4 
Nitrided 1 hr. Annealed in pure hydrogen; 550°C., 
NAN sheets O8 Boy IES TIRES AeA GO agree 29,650 4.60 17.66 49,000 21.8 
Nitrided r hr. Annealed in pure hydrogen, 550°C., 
Py) et oh esters SEIS AC See eae ee eens CoS 29,000 5-40 17.05 


a Strained 10 per cent, aged 3 hr. at 200°C. 


Discussion and Summary 


It is believed that these experiments, in 
which both the yield point and strain-aging 
were produced in a material previously free 
from either effect, by the introduction of 
carbon or nitrogen, conclusively demon- 
strate that these two elements are responsi- 
ble for these phenomena as commonly ob- 
served in steels. The role of oxygen has not 
been completely clarified, since all of the 
materials used for carburizing or nitriding 
undoubtedly contained oxygen as a result 
of the wet hydrogen treatment. However, 
from the results of the oxidation experi- 
ments, it might be concluded that oxygen 
per se does not cause strain-aging, although 
it may have a secondary influence on the 
amounts of carbon or nitrogen required. 

No analytical methods of sufficient sensi- 


lieving that such extremely small amounts 
of carbon may be responsible for these 
effects is the fact that if hydrogen-treated 
specimens are annealed for a relatively 


‘short time in tank hydrogen from which 


the water and oxygen have been removed, 
the yield point and aging reappear. This 
reappearance is believed to be caused 
by the presence of hydrocarbon vapors in 
the tank hydrogen caused by contact of the 
commercial hydrogen with oil during the 
time it was being compressed. The amount 
of hydrocarbon vapor present in such tank 
hydrogen must be extremely small, but it is 
nevertheless sufficient to cause a complete 
return of the yield point and strain-aging. 
In the absence of accurate analyses follow- 
ing carburizing and nitriding, it is not 
possible to decide which of the two elements 
has the greater effect. 


ee 
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CONCLUSIONS 


The important results of the experiments 
on the elimination of aging and the yield 
point by wet hydrogen treatment, and 
those on the causes of these two effects, are 
summarized below: 

1. The yield point, strain-aging and 
quench-aging may all be eliminated from 
low-carbon steels by annealing for rela- 
tively short times in wet hydrogen at tem- 
peratures in the neighborhood of 700°C. 

2. The time required for complete 
elimination of the yield point and aging 
increases as the thickness of the metal or 
its initial carbon content is increased. This 
time is decreased as the temperature of 
treatment increases up to approximately 
740°C., as the water vapor content of the 
gas is increased, or as the flow rate past the 
surface of the metal is increased. 

3. The elimination of the yield point and 
aging results from the removal of carbon 
or nitrogen or both and if either is reintro- 
duced by carburizing or nitriding, both the 
yield point and aging reappear. 

4. The presence of either carbon or nitro- 
gen in amounts not greater than 0.003 per 
cent is sufficient to cause both the yield 
point and aging in iron, and it is believed 
that considerably smaller amounts of 
either element are capable of producing 
these effects. 

5. Oxygen per se does not cause aging or 
the yield point in deep-drawing steels, 
although it may have a minor influence on 
the effects of carbon and nitrogen. The 
effects of oxygen are not completely known. 
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APPENDIX—REVIEW OF LITERATURE 
> THE YIELD POINT 


In general, annealed plain carbon steels 
exhibit the maximum yield-point elongation in 
the range 0.05 to 0.10 per cent carbon. Fritsche‘ 
reproduces load-extension curves for steels 
varying from o.11 to 1.45 per cent carbon, in 
which a yield point is exhibited up to about 
0.70 per cent carbon only. The yield point in 
higher carbon steels, however, depends on the 
microstructure as well as the carbon content.® 
A plain carbon eutectoid steel does not exhibit 
a yield point when isothermally transformed 
to give pearlite, but does if the same material 
is spheroidized. As Ludwik and Scheu® have 
shown, decreasing the carbon to that normally 
found in electrolytic iron decreases the yield- 
point effect markedly. However, Cleaves and 
Hiegel? recently published load-extension 
curves for high-purity iron (99.99 per cent Fe), 
which definitely show a yield point including 
not only a level portion but in some cases a 
definite drop in load. The authors state that 
this high-purity iron in general showed a more 
pronounced yield point than did vacuum 
melted electrolytic iron. The high-purity iron 
contained approximately o.oor per cent or less 
of carbon, 0.0001 to 0.0005 per cent of nitrogen 
and 0.001 to 0.004 per cent of oxygen. The 
grain size was approximately 45 grains per 
millimeter squared. Adcock and Bristow® pre- 
pared an iron of almost equal purity and found 
no evidence for a yield point, but this result 
can probably be attributed to excessive grain 
size; photomicrographs in the paper indicate a 
very large grain size. Edwards, Phillips and 
Jones? made up a large number of different 
low carbon alloys and found that certain of 
these did not exhibit a yield point. Additions 
of o.21 per cent titanium or 6.10 per cent 
chromium sufficed to eliminate the yield point 
where the carbon was less than 0.025 per cent, 
but an alloy containing the same amount of, 
titanium with 0.085 per cent carbon was 
found to possess a marked yield point. A third 
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denum above 1.2 per cent first results in a 
double carbide and then abruptly moves 
the pearlite and maximum cementite solu- 
bility points to higher carbon content; when 


1.0 


So 
es) 


INFLUENCE OF VARIOUS ELEMENTS UPON POSITION OF EUTECTOID 


changes with the amount of the element 
present; viz., (1) small amounts of molyb- 
denum dissolve in the ferrite and decrease 
the amount of carbon necessary to form 


So 
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Fic, 1.—INFLUENCE OF CHROMIUM ON THE EUTECTOID POINT. (Monypenny.’) 
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Tungsten, per cent 
Fic. 2.—INFLUENCE OF TUNGSTEN ON THE EUTECTOID POINT. (Oberhoffer and Daeves.*) } 


the molybdenum content has reached ro 
per cent, the eutectoid point is at 1.32 per 
cent carbon, with its cementite limit as 
1.83 per cent carbon. 

Thus, a summary of the effect of molyb- 
denum upon the eutectoid position seems 
to indicate a directional behavior that 


\ 
the eutectoid composition; (2) when a 
certain molybdenum content is added to 
iron-carbon alloys, a double molybdenum 
carbide is formed and the carbon content 
of the eutectoid from that concentration 
upward must be increased in order to com- | 
pensate for carbon loss due to carbide © 
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formation, so that the eutectoid position is 

shifted toward higher carbon content with 

increasing proportions of molybdenum. 
Tron-carbon-vanadium System.*—Al- 


rs 


Tron-carbon-tantalum »S ystem.—Gender 
and Harrison”? recently investigated the 
effect of tantalum upon iron-carbon alloys. 
Although no ternary equilibrium diagram 


° Hougardy | 
x Wever, Rose & Eggers 
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Vanadium, per cent 
Fic. 3.— INFLUENCE OF VANADIUM ON THE EUTECTOID COMPOSITION. 


though Reed,’ Guillet,!! Portevin,!* Gie- 
sen!3 and Arnold and Read" claimed that 
the amount of carbon required to produce 
the eutectoid structure is lowered by vana- 
dium, the recent researches of Oya,!* Vogel 
and Martin,!* Hougardy"’ and Wever, Rose 
and Eggers!® show the contrary; namely, 
that vanadium increases the amount of 
carbon required to form the eutectoid per- 
centage instead of lowering it. This is 
indicated in Fig. 3, which is compiled 
from the ternary equilibrium diagrams 
of the four last mentioned investigations. 

Iron-carbon-columbium (Niobium) Sys- 
tem.—The iron-carbon-columbium ternary 
system has been recently investigated by 
Eggers and Peters.'® The effects of 0.2 to 
about 2.0 per cent columbium upon the 
iron-carbon (carbide) eutectoid are shown 
in Fig. 4. Eggers and Peters’ results indi- 
cate that columbium shifts the eutec- 
toid point to the right or higher carbon 
concentrations. 


* Abstracted from the forthcoming mono- 
graph, ‘‘The Alloys of Iron and Vanadium.” 


was constructed and columbium existed as 
an impurity in the tantalum, their results 
reveal definite indications. They stated that 
tantalum very markedly reduces the pro- 
portion of pearlite present and, if sufficient 
tantalum is added, a hypereutectoid steel 
(containing 1.20 per cent carbon) will 
appear to be structurally similar to an 
ordinary 0.60 per cent carbon hypoeutec- 
toid steel; only 2.2 per cent tantalum is 
necessary to effect this change. High per- 
centages of tantalum, such as 18 per cent, 
will, according to these authors, remove all 
pearlite present even in a hypereutectoid 
steel of 1.20 per cent carbon. 

These results indicate that tantalum 
very effectively combines with carbon and 
shifts the eutectoid to higher carbon 
concentrations. 

Summary.—Consideration of all avail- 
able data thus shows definitely that the 
theory that all body-centered cubic carbide- 
forming elements shift the eutectoid point 
to lower carbon contents is not valid. The 
only body-centered cubic carbide-forming 
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geneous nature of the initia! flow in materials 
_ with a yield point. 

Orowan!° has recently observed a type of 
deformation in single crystals of zinc and 
cadmium, which differs from the usual mecha- 
nisms of slip, twinning or flexure gliding. In 
certain single crystals where the basal slip 
plane is nearly parallel to the stress axis in 
tension or compression, a “kink” type of 
deformation was observed, which appeared to 
depend on the direction of maximum shear 
stress in the crystal and not on the maximum 
resolved shear stress. He suggests that such a 
mechanism might account for the formation 
of flow lines in steel which generally take 
approximately the direction of maximum 
shear stress in the specimens without regard 
to crystal orientation. 

Recently, Edwards, Phillips and Liu’? have 
succeeded in producing yield points in nickel, 
silver and copper age hardening alloys by com- 
binations of quenching, straining and aging. 
These experiments, together with the fact 
that iron purified in moist hydrogen exhibits 
little or no yield point, and the fact that a yield 
point may be produced in such a material by 
straining and aging, leads them to conclude 
that the yield point arises from the precipita- 
tion of a solute element on certain planes of 
slip within the crystals. 


STRAIN-AGING 


Tron free from strain-aging has been pre- 
pared by a number. of different methods: 
Pfeil,!2 Dean, Day and Gregg,'3 Davenport 
and Pain!‘ and Altenburger®® have all found 
that hydrogen purification of low-carbon steels 
or electrolytic iron eliminates strain-aging. 
Dean, Day and Gregg and Sauveur!® have 
observed strain-aging effects in electrolytic 
iron, but the first-named authors found that 
these effects could be eliminated by vacuum 
melting. Commercial materials almost com- 
' pletely free of strain-aging have been prepared 


by thorough deoxidation and the use of small. 


additions of aluminum, titanium, vanadium or 
zirconium,}®.!7,18 The “‘nonaging”’ character of 
the commercial materials is generally improved 
by heat-treatment involving either very slow 
cooling’? or quenching followed by tempering 
at a high temperature. 

Four general methods have been used to 
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attack the problem of determining which ele- 
ment (or elements) causes strain-aging in low- 
carbon steel. j 

1. The first method has been to make up 
low-carbon steels having varying amounts of 
the particular element being studied (usually 
carbon, nitrogen or oxygen) and then determine 
whether this tendency to strain-age varies as 
the element is varied. A variation of this same 
method has also been used in which a large 
number of steels have been examined for aging 
characteristics, analyzed very completely, 
and then attempts made to correlate the results 
of the aging tests with the various elements 
present, aging then being attributed to the 
element that showed the best correlation. These 
investigations have yielded inconclusive or in- 
complete results, since all of the materials used 
exhibited strain-aging and the impurity re- 
sponsible for aging had to be inferred from the 
observed variations in the magnitude of the 
aging effect. The principal investigations of 
this type were those of Eilender, Cornelius 
and Knuppel®* and Ejilender, Cornelius and 
Menzen.”5 

2. The second method of study has been to 
make certain additions to the steel (principally 
“‘deoxidizers’’?) and from the effect of these 
additions on strain-aging the impurity responsi- 
ble has been inferred. This method has been 
entirely successful in eliminating strain-aging 
by the use of various additions coupled (in 
some cases) with special heat-treatments. It 
suffers, however, from the fact that the result 
is obtained by means of an addition agent. 
which may affect more than one of the impuri- 
ties present or which may alloy with the iron. 
thereby changing the nature of the material 
being studied This general method has been 
applied principally by Edwards, Phillips and 
Jones,? Davenport and Bain, Altenburger,!® 
Wilder!® and Daniloff, Mehl and Herty.%3 

3. A third method is to purify the steel in 
moist hydrogen at high temperatures for a 
sufficient length of time to eliminate the strain- 
aging, and by following the changes occurring 
by analysis, determine the particular element 
reponsible. Using this method, Pfeil!? con- 
cluded that both carbon and oxygen could 
cause strain-aging; however, nitrogen was not 
considered and the treatments were carried 
out in such a manner that this particular ele- 
ment might have been affected. 
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4. The general method of adding a single 
element to a high-purity iron and noting its 
effect on the aging behavior has also been used. 
Dean, Day and Gregg!® and Altenburger!® 
have added nitrogen to purified irons and found 
that strain-aging occurred in materials that 
were free from strain-aging before nitriding. 
Davenport and Bain™ found that vacuum- 
melted electrolytic iron melted under pure 
iron oxide showed strain-aging. Presumably, 
the vacuum-melted electrolytic iron used was 
free from strain-aging before oxidation, but 
this is not definitely stated. Wilder!® found that 
yacuum-melted and hydrogen-purified iron 
(Wemco) exhibited considerable strain-aging 
after annealing in oxygen at various temper- 
atures and quenching. The fact that the speci- 
mens were quenched before straining, and the 
fact that the purified material aged without 
oxidation, leave his conclusion that oxygen was 


_responsible for strain-aging open to question. 


HYDROGEN PURIFICATION 


Early investigators disagree as to the effect 
of hydrogen annealing on carbon content; 
thus Forquinon,** Cely,?6 Ledebur®? and 
Charpy and Bonnerat**** report that the 
carbon content of steel or cast iron is definitely 
lowered, while Heyn,*® Wiist and Geiger,** 
Wiist and Sudhoff*? and Emmons* failed to 
note any decarburization. Numerous investi- 
gations, principally those of Campbell,** 
Schmitz,*® Austin,**7 Baukloh**-** and 
others®*-®8 have definitely established the 
decarburizing power of hydrogen. The addi- 
tion of water vapor markedly increases the 


- rate of decarburization as shown by Camp- 


bell,4t Campbell, Ross and Fink,* Sykes,*® 
Austin’? and Bramley.®® Sykes’®? work on the 
effect of water vapor on hydrogen-methane 
carburizing suggests that the increased decar- 
burizing power of wet hydrogen should be 
relatively more marked at lower temperatures, 
although this has not been studied. Bramley 
and Allen®? in the course of a careful study of 
the carburization and decarburization of steel 
by various gases found that the extent of 
decarburization for a fixed time (20 hr.) and 
a fixed temperature (1o00°C.) increased if 
the water content of a hydrogen-water vapor 
mixture was increased. They examined the 
effect of water-vapor content over the range 
o to 15 per cent by volume and their results 
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indicate that while increasing water-vapor 
content continuously increases the decarbur- 
izing power of the gas mixture, increasing the 
water-vapor content is more effective at low 
concentrations-than at high. They were of the 
opinion that any increase in water content 
above about 15 per cent would not cause any 
appreciable increase in the decarburizing power 
of the gas. Ciochina® found that the addition 
of small amounts of oxygen greatly increased 
the decarburizing power of hydrogen. 

Increasing the temperature of decarburiza- 
tion increases the rate, the greatest increase 
being noted between 700°C. and g50°C. ac- 
cording to Campbell, Austin*® and Johannson 
and Von Seth.** 

The presence of alloys in the steels being 
decarburized influences the rate of decarburi- 
zation. Campbell** found that large amounts 
of manganese (12 per cent) decreased the rate 
of decarburization in wet hydrogen, as did 
silicon (3.5 per cent). Johannson and Von 
Seth®8 on the other hand found that up to 2 per 
cent of manganese, nickel and tungsten did not 
influence the rate, but that approximately the 
same amount of silicon increased it. More 
recently Baukloh and his associates*®®* have 
reported that silicon, tungsten, molybdenum, 
manganese, chromium, copper and tin all 
decrease the rate of decarburization. Averbukh 
and Chufarov®? found that silicon transformer 
sheets are more readily decarburized in dry 
than in wet hydrogen. j 

Hydrogen annealing is reported to remove 
nitrogen from steel by Despretz,”° Edwards,” 
Mehl and Briggs,”? Altenburger'®° and 
others.7°-75 The influence of water vapor does 
not appear to have been investigated. 

With regard to the effect of hydrogen anneal- 
ing on the other common impurities, Ciochina*® 
has observed desulphurization at temperatures 
as low as 600°C. It appears that phosphorus 
may be removed by hydrogen annealing, but 
only at 1200°C. or higher is the rate appreci- 
able;*® no decrease is observed after several 
weeks at 950°C.1*,*4 

As to the effect of hydrogen annealing on 
properties, Pfeil’? found that by decarburizing 
in wet hydrogen at 950°C. he was able to 
eliminate strain-aging when the carbon content 
was reduced below 0.003 per cent. This required 
about five weeks for a 14-in. round bar. Alten- 
burger!®3° has reported the elimination of 
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strain-aging (as indicated by a lack of increase 
in tensile strength in the “‘blue-brittle” range 


of temperature) by annealing in tank hydrogen. 


He observed no increase in tensile strength at 
400°F. for low-carbon sheets that had been 
annealed at 750°C. for as little as 6 hr. On the 
other hand, Edwards, Walters and Jones”? 
failed to note any decrease in strain-aging after 
annealing in moist hydrogen at 950°C. 

Bates’® found that quench-aging could be 
suppressed in a 0.026 per cent carbon basic 
bessemer steel by annealing a 0.2-in. round bar 
for 12 hr. at 950°C. in wet hydrogen. The car- 
bon content after this treatment was 0.008 to 
0.012 per cent. Davenport and Bain‘ also 
report a substantial reduction in quench-aging 
in electrolytic iron by hydrogen purification. 
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DISCUSSION 
(Anson Hayes presiding) 


G. F. Comstocx,* Niagara Falls, N. Y— 
In this very interesting paper, the author has 
described only one of several methods that 
can be used for eliminating the yield point and 
strain-aging of steel. One of the other methods 
is to add titanium to the steel, so that it con- 
tains at least 414 times as much titanium as 
carbon. This was described first by Edwards 
and his co-workers in England several years 
ago, in a paper referred to by the author.® It 
was also mentioned in considerable detail in 
a paper presented to the American Society 
for Testing Materials last June. In that paper 
it was shown that steel of this kind with at 
least 444 times as much titanium as carbon, 
in the form of annealed bars, had a yield 
strength of about 18,000 Ib. per sq. in., tensile 
strength of about 47,000 and about 32 per 
cent elongation. These are practically the 
same properties as the author has mentioned 
for the hydrogen-treated steel. 

Since that paper was written, the steel has 
been made under commercial conditions at 
several steel plants, and in sheets temper- 
rolled 1 per cent, and aged at least five weeks, 
it was found that the yield point was definitely 
eliminated. The properties in sheet form were 
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about 37,000 lb. per sq. in. yield strength, 
51,000 lb. tensile, 32 per cent elongation, and 
Rockwell B hardness about 40. This steel 
contained 0.045 per cent carbon and 0.33 per 
cent titanium. That gives a titanium-carbon 
ratio of about 7, which is probably higher than 
necessary. The grain size was about six to 
seven on the A.S.T.M. scale. This steel had a 
Rockwell B hardness of about 50. 

The disadvantage of the titanium method 
over the hydrogen method is that an excess 
of titanium must be used in order to be sure 
to have enough, and that excess titanium gives 
slightly greater hardness than the hydrogen 
treatment. However, this steel has been sub- 
jected to deep-drawing tests and, in spite of 
the slightly increased hardness, it shows excel- 
lent drawing quality as well as complete 


~ elimination of strain-aging. 


MeEmBER.—Would any of the other carbide 


-formers act as titanium does? 


G. F. ComstocKk.—We know that chromium 
will give a somewhat similar effect, decreasing 
the yield point elongation, but in our chromium 
steel the yield point was not entirely elimi- 
nated. Columbium would probably be as 


‘effective as titanium, but we have not tried it. 


J. R. Low, Jxr—There might be one point— 
that with the titanium addition a killed steel 
is necessarily obtained, is it not? 


G. F. Comstockx.—Yes. 


J. R. Low, Jx.—The hydrogen treatment is 
applicable to either rimmed or killed steels. 


S. Epstetn,* Bethlehem, Pa.—When the 
yield point is eliminated, is aging also elimi- 
nated, and is quench-aging eliminated to the 
same degree as strain-aging? Can any con- 
clusions be drawn from the work as to possible 
differences between the effects of carbon and 
nitrogen—for example, whether carbon may 
have a greater effect on quench-aging and 
nitrogen a greater effect on strain-aging? 


J. R. Low, Jr. and M. GENSAMER (authors’ 
reply).—In answer to Mr. Epstein’s question, 
the foHowing data may give some indication 
of the relative effects of carbon and nitrogen 

* Research and Development Department, 
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as far as quench-aging is concerned. One 
hydrogen-treated rimmed-steel specimen was 
carburized for one hour at 700°C., and a second 
was nitrided for 8 hr. at 500°C. The carburizing 
and nitriding procedures used were those 
described in the paper. The carburized speci- 
men was then heated to 700°C. in a vacuum 
and quenched into ice water. The nitrided 
specimen was heated to 580°C. and similarly 
quenched. Specimens were then aged at 100°C. 
Table 23 shows that under these conditions 
there is a marked increase in hardness, due to 
aging, in the carburized specimen and _ vir- 
tually no increase in hardness of the nitrided 
specimen. 


TABLE 23.—Quench-aging of Hydrogen- 
treated Steels after Carburizing and after 
Nitriding 


Rockwell 15-T 


Aging Time at 100°C., Min. 
Carburized | Nitrided 

Before quench............. 82.5 73-4 
YAS g pe fesel at oo ne a Sat 79.3 71.8 
BO a ee he ke ch cholo be 78.5 71.4 
RIDE Wn anos tie tateNsieue, fale ets =a) = 86.5 72.4 
BID Sorc ge. aie oe were a es 87.4 Le fa Yet 8 
PRI Se ao onal S alae BITS ee 87.0 73.8 
REO Cea as eis te Pes hoaes 87.6 73.6 
TAOO «code Knew essen sn ster esians e 86.7 Ge 


The results will hardly serve as a means of 
judging the relative effectiveness of carbon 
and nitrogen in producing quench age-harden- 
ing since the amounts of carbon and nitrogen 
introduced are not known. It is, however, 
known that the carburizing and nitriding pro- 
cedures used will cause a complete return of 
both the yield point and strain-aging. 


A. Hayers,* Middletown, Ohio.—Did you 
try the experiment of reheating that steel 
after hydrogen treatment to temperatures of, 
say, 1200° or 1300°, and quench from that 
temperature? I am interested in whether or 
not with such treatment strain-aging would 
return. 


J. R. Low, Jr.—We did not try that experi- 
ment precisely. 


A. Haves.—What I would like to know is 
if this material was reheated in the absence 
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of oxygen, carbon, and nitrogen and then 
quenched from a high enough temperature to 
dissociate and redissolve some of the aluminum 
nitride, would strain-aging return? 


M. GEnsAMER.—We did reheat some speci- 
mens that had not been intentionally scaled 
in as good a vacuum as we could make. Of 
course, that is not a vacuum. I do not think 
we can answer the question until we know 
better how to produce an atmosphere that 
does not contain oxygen. We had a pretty 
good vacuum, using a three-stage diffusion 
pump, but still it is not a vacuum. 


A. Haves.—It has been known for some 
time that material exhibits a definite yield- 
point elongation and is essentially free from 
strain-aging when stabilized by suitable anneal- 
ing and slow enough cooling from the annealing 
temperature. Would the elongation at the 
yield point reappear in the presence of alumi- 
num nitride, which probably would be present 
with residual aluminum? 


J. R. Low, Jr—I am afraid we cannot 
answer that. 


C. A. ZapFFE,* Baltimore, Md.—This paper 
is a challenging one, but so capably written 
there seems little else to say. 

One pertinent question might be raised, 
however, in regard to the mechanism by which 
these nonmetallics are removed from the steel. 
If they leave by atomic diffusion and quiet 
surface reactions, the change in the material 
will follow from its chemical change; but if the 
impurities react internally and erupt their 
way to the surface as insoluble gases, an impor- 
tant structural effect may be imposed on the 
material quite apart from that produced 
mechanically. 

Under the conditions of ammonia synthesis 
and hydrogenation processes, the marked 
decarburization of mild steels seems definitely 
to be of the latter type. In fact, decarburization 
with hydrogen in general shows two marked 
features that lead to that conclusion: (1) the 
purification progresses inward as a sharply 
delineated zone of pearlite-free ferrite, with 
no indication of a diffusion gradient of carbon; 
and, (2) until the purification is completed, 
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the material is badly embrittled by the inter- 
granular accumulation of compressed gases.!0! 

In other words, the evidence seems clear 
that the facile H atom enters the metal and 
reacts with the nonmetallic to form an insoluble 
gas, which subsequently explodes its way back 
to the surface. The evidence also seems clear 
that some type of surface within the grain first 
receives this insoluble product, before it 
migrates to the grain boundary. The case seems 
general for precipitates of insoluble phases. 
This internal surface for every precipitate 
studied so far is crystallographic in disposition 
and usually comprises the same planar systems 
that operate during mechanical deformation. 
Consequently, the treatment used by these 
authors may operate in some such subtle way 
to change those mechanical properties, which 
are sensitive to the inherited internal structure 
of the grain. That subject may seem academic, 
and probably is unsolvable on the basis of our 
present knowledge. However, it calls attention 
to the fact that the authors’ claim to having 
«|. . accomplished the elimination of aging 
and the yield point by purification, without 
the introduction of alloying elements .. . ”’is 
not strictly true, since in every case they intro- 
duced the two gaseous elements, hydrogen and 
oxygen. 

Furthermore, they introduced them uniquely, 
in that they were in equilibrium quantities 
at that elevated temperature. That calls atten- 
tion to some effect that the hydrogen-oxygen 
system itself might cause. At room tempera- 
ture, the ratio of H:O/H»2 drops to such a 
small value that practically all H.O that might 
remain in the minute seats of precipitation | 
would tend to react with the contiguous 
Fe lattice to form a tiny film of iron oxide on 
those surfaces that later may be called upon for 
mechanical deformation. 

The Hp liberated from the entrapped H.O 
would add to the original Hy. Although out- 
right embrittlement from this hydrogen seems 
to have no place in the present picture, some 
effect from subcritical pressures of precipitated 
H, might obtain. Once again this reasoning 
carries us beyond a practical conclusion 
because of the lack of specific information on 
these unobservable facts. 
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Some exception might be taken to the con- 
clusion drawn on page 234 regarding the anneal 
in tank hydrogen. The greater partial pressure 
of hydrogen in that test would considerably 
change the metal as an Fe-H alloy, possibly 
accounting for the effects noted. A repetition 
of the experiment using electrolytic hydrogen 
could decide the point simply. 


J. R. Low, Jr. and M. GensAwer.—Dr. 
Zapfie’s suggestion that the changes in prop- 
erties resulting from the wet hydrogen treat- 
ment may not necessarily be due to changes in 
carbon and nitrogen content is an interesting 
one, but the authors do not know of anything 
in their experimental results that would lend 
support to this point of view. The “sharply 
delineated zone of pearlite (or cementite) 
free ferrite,’ which is cited as evidence for 
hydrogen penetration and “internal decarburi- 
zation” is not peculiar to hydrogen decarburi- 
zation but to temperatures of decarburization 
below that at which the steel is completely 
austenitic. Certainly for temperatures below 
the Ac: such a zone is to be expected unless 
the rate of solution of carbon at the cementite- 
ferrite interfaces within the steel is very much 
slower than the rate of carbon removal by 
diffusion to the surface and reaction there. If 
this rate of solution of carbon is equal to or 
greater than the rate of removal, the observed 
carbon gradient in the region affected by 
decarburization is limited to the solubility 
of carbon in alpha iron; i.e., approximately 
0.03 to 0.04 per cent for these low tempera- 
tures. This explanation seems a much more 
plausible one than that which Dr. Zapfie has 
suggested. Further, if decarburization with 
wet hydrogen is carried out at temperatures 
where the steel is completely austenitic, then, 
as Wells and Rhines!% have shown, the carbon 
gradient is a gradual one and of the type that 
would be expected if the mechanism of decar- 
burization is diffusion to the surface and reac- 
tion with the decarburizing gas. 

Regarding Dr. Zapffe’s second point, that 
embrittlement results from partial hydrogen 
purification, we can only say that no such 
embrittlement has been observed. This was 
true in all of the great number of partial 
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purification treatments carried out. In general, 
the tendency is in the opposite direction. For 
example, the elongation in the tensile test 
tends to increase slightly all through the 
treatment, as may be seen in Fig. 1. This 
behavior was observed whether purification 
was carried out in hydrogen containing large 
amounts of water vapor or in tank hydrogen, 
to which no water had been added. 

Dr. Zapffe takes exception to the statement 
that “aging and the yield point are eliminated 
without the introduction of alloying elements” 
on the ground that hydrogen and oxygen are 
both introduced by this treatment. If hydrogen 
is introduced into the sheet during the treat- 
ment it is not present for any great length of 
time following the treatment, since no perma- 
nent increase in hydrogen content is to be 
noted in the vacuum-fusion analyses reported 
in Table 4. The changes in properties are 
permanent, however, and do not vary with 
elapsed time after treatment. 

The increase in oxygen content reported in ° 
this same table is not thought to be of any 
significance as far as the observed changes in 
properties are concerned, since these same 
changes may be produced by using hydrogen 
of much lower water content; e.g., tank hydro- 
gen. The only difference is in the time of 
treatment required to produce the desired 
effects. It is to be expected that treatment in 
tank hydrogen would reduce the oxygen con- 
tent rather than increase it. 

Dr. Zapffe’s suggestion regarding the con- 
clusion reached on page 234 is ruled out by 
the series of experiments described on page 235, 
on which that conclusion is based. Briefly, if 
treated specimens are annealed in tank hydro- 
gen free from water vapor and oxygen, the 
yield point and aging slowly reappear. Anneal- 
ing in tank hydrogen not purified by the 
removal of oxygen and water vapor does not 
cause a reappearance of the aging and the 
yield point. In each case the partial pressure 
of hydrogen will be substantially the same, so 
that there appears to be no reason for attribut- 
ing the effect noted to a difference in hydrogen 


content. 


R. W. E. Lerrer and J. Wrntocx,* Phila- 
delphia, Pa.—The experiments described by 


*Edward G. Budd Manufacturing Com- 
pany. 


246 


Low and Gensamer were well conceived and 
well carried out. The paper makes a most 
significant advance in a more complete knowl- 
edge of this phenomenon. With so much done 


LONGITUDINAL 
TRANSVERSE 
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to show that carbon and nitrogen are respon- 
sible for aging and yield-point elongation, it 
should be possible to find an economical way 
to eliminate them. 

It appears to us that the cost of the wet 
hydrogen treatment used in this research 
would be very high. The next big job is to 
find a way to lower the carbon and nitrogen 
content by changes in open-hearth practice 
with a moderate increase in cost. 

The authors have made no attempt to 
explain the mechanism of the yield-point 
behavior, but their finding should pave the 
way toward a more complete understanding of 
this baffling subject. 

The nonaging killed steels we used for difhi- 
cult drawing operation in the two years prior 
to the war were entirely and permanently 
free of yield-point elongation after the proper 
light ““temper”’ pass. In addition, the drawing 
quality appeared to be definitely superior to a 
good grade of rimmed steel even though the 
percentage elongation in a standard 2-in. 
gauge-length specimen is 1 to 2 points lower 
in the killed steel. We attribute the superiority 
of killed steel largely to the lower ratio of yield 
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point to tensile strength. This ratio averaged 
0.45 for killed steel and 0.55 for good temper- 
passed rimmed steel. In the wet-hydrogen- 
treated steel described in this paper the ratio 
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‘has dropped to an average of 0.37 and the 


percentage elongation is at least the equal of 
the best grade of rimmed steel. Therefore we 
predict unusually good drawing quality for 
steel treated in this way. 

Photomicrographs of typical longitudinal 
and transverse cross sections, preferably at 
too diameters, would be interesting. We have 
found that the grain-size count is in itself not 
too reliable a criterion of surface roughness 
after deep drawing. Fairly large grain in the 
order of A.S.T.M. No. 5 and No. 6 may be 
tolerated in grains elongated in longitudinal 
and transverse direction, as is typical in 
aluminum-killed steel. However, in rimmed 
steel where the grain is equiaxed, A.S.T.M. 
No. 7 is about the maximum size tolerated and 
even No. 8 size may draw coarse if there are 
a few scattered larger grains near the surface. 

Effect of cold reduction followed by ordinary 
annealing (700°C.) on the properties of hydro- 
gen-treated sheets, Table 15, is interesting. 
The yield-point elongation has returned to a 
moderate degree. It is still small enough to be 
very easily eliminated by roller leveling. We 
note also a pronounced increase in yield point 
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DISCUSSION 


and a somewhat smaller decrease in tensile 
strength. The resultant increase in elastic 
ratio to about o.55 throws this steel into 
the drawing quality class of a good grade 
of unhydrogen-treated freshly temper-passed 
rimmed steel. It would be very interesting to 
have a statement from the authors as to the 
reason for these changes. The low tensile 
strength is normally indicative of very large 
grain size. If that is true, the yield-point 
elongation of 1.0 to 1.6 per cent must be con- 
sidered fairly large. 

In the summary and in the conclusions the 
authors list results of the wet hydrogen treat- 
ment. Complete elimination of the yield point 
is claimed but data in Table 5 shows only a 
marked reduction of yield-point elongation to 
a value of approximately 49 of the original. 
Do the authors feel that a longer time in the 
wet hydrogen would completely remove the 
yield-point elongation? 

It may be of interest to the authors that a 
short time ago, in drawing some stampings of 
the aluminum alloy 52S-O (Aluminum Com- 
pany of America symbols), we found definite 
and well-marked stretcher strains. The chem- 
ical analysis of this alloy as given in the 
publications of the Aluminum Company of 
America is 2.5 per cent magnesium; 0.25 per 
cent chromium; and the remainder aluminum. 

We found that the stretcher strains in this 
alloy could be prevented from occurring by 
passing the sheets through staggered rolls 
(“roller leveling”) prior to deep drawing in 
the usual manner. 

Tensile specimens cut from the sheets in 
directions parallel and transverse to the direc- 
tions of rolling produced load-deformation 
curves as shown in Fig. 12 when strained at 
a head speed of 0.125 in. per min. The reason 
these curves show only a “lower” yield point 
and no upper yield point was probably because 
of the unusual sensitivity of these phenomena 
to stress concentrations as described by us else- 
where* and because of the relatively small 
yield-point elongation. We have since found 
that the upper yield point is increasingly 
difficult to obtain as the yield-point elongation 
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decreases below about 2.5 per cent at normal 
testing speed. That the alloy does possess an 
upper yield point is undoubted, because a 
yield-point elongation can occur only if the 
material has an “upper”’ yield point, regardless 
of whether the load-deformation curve shows 
it or not. 

In Fig. 12 the irregularities in the curve 
after the yield-point elongation has been 
completed may be due to a phenomenon simi- 
lar to stretcher-strain formation. At each one 
of these irregularities local deformation starts 
at a stress concentration (usually at a fillet) 
and the heterogeneous flow travels across the 
test piece like a ““wave” and at some 50° to 
the axis of the test piece. As the wave reaches 
the opposite end, the load moves higher and 
another ‘flow’? band moves across the piece. 
Annealed low-carbon steel behaves in an 
identical manner when deformed in the 200° 
to 300°C, temperature range. 

This same type of heterogeneous flow occurs 
well beyond the yield point in Hadfield 
manganese steel and in the borderline alloys of 
austenitic stainless steel, 18-8 type. 

We are of the opinion that heterogeneous 
flow beyond the yield point is caused by a 
two-stage hardening process. The first stage 
is the normal work-hardening process and the 
second is a very slightly delayed precipitation- 
hardening process. This explanation is unques- 
tionably true for low-carbon steel tested at 
200° to 300°C. For the 52S-O aluminum alloy 
the cause may be the same. In the austenitic 
alloys the cause of the delayed hardening may 
well be a slightly delayed phase change or 
fast precipitation-hardening following the 
phase change. 


J. R. Low, Jr. and M. GENSAMER.—The re- 
appearance of a small yield point when wet- 
hydrogen-treated sheet is cold-rolled and then 
annealed has not been explained. The authors 
are of the opinion, however, that the presence 
of a yield point, and perhaps to some extent 
strain-aging as well, depends not only on the 
amount of carbon or nitrogen present but also 
on the manner in which these impurities are 
distributed. For example, the addition of cer- 
tain carbide and nitride-forming elements such 
as titanium, vanadium, columbium and chro- 
mium to low-carbon irons will serve to eliminate 
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to yield point when added in amounts that ap- 
pear to depend upon the carbon content. 109,104 

Further, quenching low-carbon irons from 
temperatures somewhat below the Ac, also 
serves to eliminate the yield point, although it 
does reappear upon aging following the quench- 
ing treatment.!°-107 These facts, together 
with the well-known effect of grain size on the 
yield-point phenomenon, make it appear likely 
that cementite at the grain’ boundaries or at 
the boundary surfaces of some smaller crystal- 
line unit is responsible for the occurrence of the 
upper yield point and Liiders-line formation. 

It may be then, that the wet hydrogen 
treatment eliminates the yield point by the 
preferential removal of carbon from these 
boundary regions without complete decarbur- 
ization. Upon cold-rolling and recrystallization, 
a redistribution of the carbon takes place in 
such a manner as to produce a structure capable 
of exhibiting the small yield point reported in 
Table 15. The grain size of these specimens 
after annealing was A.S.T.M. Nos. 5 to 7, so 
that the small yield-point elongation reported 
must be considered as being well below 
that present in these steels before hydrogen 
treatment. 

As Leiter and Winlock point out, a dis- 
crepancy exists between the claim made in the 
conclusions of the paper that the yield point 
is completely eliminated by wet hydrogen 
treatment and the data of Table 5, wherein a 
small yield-point elongation of some o.5 per 
cent in 2 in. is reported. Experience with 
other sheet thicknesses indicates that a longer 
treatment of these specimens would undoubt- 
edly have eliminated the last traces of the 
yield point. We have generally considered 
the yield point to be eliminated for all practical 
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purposes when the yield-point elongation is 
reduced to the value mentioned above, pro- 
vided that at the same time the stress for the 
beginning of flow was reduced to a value of 
approximately 12,000 to 14,000 lb. per sq. in. 
when treating rimmed steels. This practice was 
followed throughout the paper in determining 
the times necessary to eliminate the yield point. 

On the other hand, in preparing material 


free from aging and the yield point for the 


carburizing and nitriding experiments, it was 
necessary to know that the last trace of the 
yield point had been eliminated. In this case 
0.036-in. sheets were treated for 5 hr. instead 
of 3 hr., which according to the above criterion 
would have ‘‘eliminated” the yield point. 
Sheets ‘‘overtreated” in this manner have no 
yield-point elongation and the stress for the 
beginning of flow and the tensile strength are 
somewhat lower. Test results on specimens of 
this type are included in Table 16, where it 
will be noted that all of the eight specimens 
that were not oxidized or vacuum-annealed 
following wet hydrogen treatment have zero 
yield-point elongation. 

The load-extension curves for 52S-O alumi- 
num alloy-sheet specimens which Leiter and 
Winlock have included in their discussion are 
of considerable interest because of the many 
points of similarity between the behavior of 
this material and that observed in low-carbon 
steels exhibiting a yield point. Similar irregu- 
larities in the load-extension curves for other 
aluminum alloys have been observed; e.g., in 
17S-O and 24S-O. In the latter materials, 
however, the Liiders lines that are formed at 
each irregularity are not propagated over the 
surface of the specimen. The sudden localized 
shear which leads to the Liiders line is followed 
by an increase in load accompanied by what 
appears to be a period of elastic deformation. 
When the load has increased sufficiently, 
another Liiders line of the same character as 
the first suddenly appears at some other 
point, accompanied by a second drop in the 
load. This process continues until finally, in 
the latter stages of deformation, the formation 
of one of the Liiders lines causes fracture. Thus, 
in these materials a large portion of the 
deformation might be described as a series of 
upper yield points. Since the Liiders lines 
formed are not propagated, no lower yield-point 
elongation of any great magnitude is observed. 
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DISCUSSION 


We are in complete agreement with the 
view held by Leiter and Winlock that any 
material capable of forming Liiders lines must 
possess an upper yield point even though it 
is not observed in the autographic load-exten- 
sion curve for a 2-in. specimen of the standard 
shape. The series of events that results in a 
load-extension curve having an upper and 
lower yield point and a marked yield-point 
elongation, we believe to be somewhat as 
follows: As the load is gradually increased the 
stress in some region of the test piece finally 
reaches such a value (usually at the fillet or a 
machining scratch) that the true upper yield- 
point stress is exceeded locally and the material 
fails elastically’ by shearing along the plane of 
maximum shear stress. As a result of this local 
plastic deformation, a Liiders line is formed. 
The change in section at the boundary of the 
Liiders line then acts as a mild stress raiser, 
which serves to raise the stress above the true 
upper yield point of the unstrained material 
in this region. This material then yields and 
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the boundary moves farther along the speci- 
men, with no increase in the load applied until 
the entire specimen has been strained “through 
the yield point” and the particular structure 
leading to the phenomenon of an upper yield 
point has been destroyed. After the entire 
reduced section of the specimen has been 
deformed, an amount equal to the deformation 
occurring in the first Liiders line the yield- 
point elongation ends and the material then 
strain-hardens uniformly and the load-exten- 
sion curve rises. If this picture of the mechan- 
ism of deformation is correct, the initial yield 
point in steels and the irregular load-extension 
curves of the aluminum alloys are different 
aspects of the same phenomenon. A lower yield 
point with appreciable yield-point elongation 
will be observed, however, only in materials 
in which the stress-raising effect of the Liiders 
line and the strain-hardening characteristics 
of the material are such that the Liiders line 
is propagated. 


Tensile Properties of Medium-carbon Low-alloy Cast Steels 
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In this paper it is shown that when the 
tensile strength of a given steel in various 
states of heat-treatment is plotted against 
its elongation, a straight line results. The 
equation of this straight line can be com- 
puted with considerable accuracy from 
its chemical composition. The appropriate 
equations are given. 

The logarithm of the slope of the tensile- 
strength locus is shown to be proportional 
to the cumulative effect of the total alloy 
addition and the position of the line to be 
directly proportional to the cumulative 
effect of the alloy content. 

It is further pointed out that heat- 
treatment is more effective than composi- 
tion in determining yield ratio. The latter 
enters mainly by its effect on hardenability, 
which is briefly discussed. Reduction of 
area and Brinell number are given some 
incidental attention. 

The data are applicable only to steels that 
have been normalized and/or quenched. 
The steels, if normalized, may or may not 
have been tempered. If quenched they 
must have-been tempered at or above 
400°C, (750°F.). 


INTRODUCTION 


Cast steels vary in composition and 
frequently are used in various states of 
heat-treatment. It is obviously important 
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to be able to predict the compositions that 
might accompany specific engineering prop- 
erties by suitable selection of heat-treat- 
ments. For cast steels, which are of neces- 
sity produced heat by heat in accordance 
with the particular requirements of the 
castings to be poured, there has been, 
happily, much less tendency to standard- 
ization than for rolled products, whose 
destination is not necessarily known when 
particular ingots are made or rolled. It is 
of distinct advantage to the steel foundry- 
men to be able to make steel of given prop- 
erties, using alloys that can be recovered 
from scrap, or most conveniently or cheaply 
bought, rather than a particular formula 
adopted in the interest of standardization. 

The heat-treatment appropriate to secur- 
ing a given result in a given steel is well 


known to be closely related to composition. 


For example, molybdenum steels are not 
much softened by tempering except at 
rather high temperatures. Highly alloyed 
steels are ‘“‘air-hardening,” and on cooling 
in air behave like carbon steels that have 
been quenched. With these matters, we 
do not concern ourselves in this paper, al- 
though we recognize their importance. 

The entire picture evidently will be very 
complex and can be brought within accu- 
rate understanding only if our knowledge 
of test results can be coordinated in terms 
of general principles. 


Laboratory of the National Malleable and 
Steel i Castings Co., Cleveland, Ohio. (Mr. 
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PRELIMINARY CONSIDERATIONS 


Very many curves plotting the mechan- 
ical properties of a given steel against 
heat-treatment have been published. If 
the tensile strength for each heat-treatment 
is plotted against the corresponding elonga- 
tion, the locus invariably is very nearly 
a straight line, even though the initial 
graphs were curved. This investigation 
thus begins with the postulate, since con- 
firmed, that the relation under discussion 
is always rectilinear. 

A study of the data for rather “‘pure 
steels”! leads to the conclusion that the 
logarithm of the slope of such lines is pro- 
portional to the carbon content. This was 
again found to be substantially true for 
other alloying elements, though some 
future comment will be necessary. 

We are thus led to the much simplified 
problem of determining the coefficients 
correlating the logarithm of the slope of 
the tensile strength-elongation locus and 
its intercept on the strength ordinate as 
functions of chemical composition, a task 
that, though laborious, has presented no 
insuperable difficulties. 

We are aware of the data of Janitzky 
and Baeyertz,? which seem to indicate a 
curvilinear relationship. Either the present 
observations do not completely confirm 


- theirs, or the discrepancy arises because in 


_ the present work account is taken of dif- 


- ferences of composition. 


The linear relation of tensile strength 
and Brinell number is well known. In- 
deed, many metallurgists estimate tensile 
strength by taking 500 times the Brinell 
number. Modifications of this relation 
with composition were noted and re- 
corded. Our ideas of system in relation to 
yield strength and reduction of area were 
not found on earlier records but developed 
as the work progressed, and will be dis- 
cussed later in the paper. There seemed 
some need of drawing hardenability into 


1 References are at the end of the paper. 
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the picture, and in that field we attempted 
to correlate our work with that of Gross- 
mann® as far as possible. 

In interpreting test data, some recogni- 
tion must be taken of the reproducibility 
of results. A study of the agreement of 
duplicate tests on metal cast from the 
same heat and heat-treated together, often 
attached to the same feeder, showed that 
for quenched and tempered steels having 
tensile strengths of about 110,000 lb. per 
sq. in. and elongations of about 17 per cent, 
the standard deviations of the test results, 
whether carried on by the company’s 
Inspection and Test Department at the 
plant or in the Research Laboratory, are 
of the order of magnitude of 4000 lb. per 
sq. in. for ultimate strength, 3000 lb. per 
sq. in. for yield strength and 2 per cent for 
elongation. Since this result is largely 
independent of the testing machine or 
operator, and since the Research Labora- 
tory machine is never in error by more than 
0.15 per cent, these uncertainties are 
believed to be related to undetected varia- 
tions in the test coupons themselves. 


SCOPE OF THE INVESTIGATION 


The matter reported here is actually only 
a part of an investigation covering many 
other properties, which was initiated in an 
attempt to find any existing correlations be- 
tween the several observed phenomena. 

It was realized in the beginning that for 
the investigation to have value the steels 
would have to be made by commercial 
processes, and preferably by a variety of 
processes. An extension of the present 
work, still in progress, deals with finishing 
techniques. In the present investigation no 
recognition is given to differences in proc- 
esses, and no need for such recognition has 
developed. 

The decision to use commercial heats 
limited the steels generally to compositions 
required by the trade. Only a few special 
heats were made. Any program of special 
steels was further handicapped by the 
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inability to obtain the necessary alloys 
when the use of all such material was 
severely restricted. 

Since it was felt necessary to demon- 
strate in each case the rectilinearity of the 
tensile strength-elongation relation, about 
40 heat-treatments, representing various 
combinations of normalizing, quenching, 
tempering and aging, were included. The 
assumption of rectilinearity was graphi- 
cally justified in each case except for fully 
annealed steel and quenched steel tempered 
below 400°C. (750°F.). The latter invariably 
fell on the high side of the straight line, 
the former often fell below. The conclu- 
sions, therefore, are definitely limited in 
scope to exclude these heat-treatments, 
which commercially is not much of a 
handicap. 

Logically, heats should have been made 
with various concentrations of each of the 
six or seven important elements while all 
the others were held constant, but the cost 
and time of such a procedure would be 
prohibitive. The present report is based on 
25 heats whose composition was selected 
as judiciously as practicable from the 
available possibilities. This number is ad- 
mittedly smaller than might be wished, but 
since about a ton of coupons was cast from 
each heat, and since the preparation and 
testing of specimens, metallographic and 
chemical confirmation, occupied more than 
three years (many properties not reported 
here were studied), it was impracticable to 
do more. The statistical treatment of the 
data upon which this paper is based occu- 
pied the computer about six months. 
Statistical criteria and methods must be 
relied upon in evaluating and interpreting 
the data, because of their great bulk. These 
are quite standardized and explained in 
numerous well-known texts. Under these 
circumstances, the reader is asked to bal- 
ance the completeness and accuracy with 
which each heat was studied against the 
relatively small number of heats before 
criticizing the work too severely. 


EXPERIMENTAL PROCEDURE 


The experimental technique involved 
nothing unusual and may be dismissed 
with few words. The present investigation 
covers 25 heats made mostly at the 
National Malleable and Steel Castings Co. 
plant at Cicero, IIl,, but partly also at the 
plant at Sharon, Pa. Most of the steel is 
acid electric metal deoxidized with calcium 
silicide and aluminum. A few of the Sharon 
heats are basic open hearth. Three heats 
were Ti killed instead of Al killed. Where 
about 2 lb. of Al was used per ton, the Al 
recovered in the metallic state ranged from 
0.003 to 0.046 per cent, but almost always 
from o.o10 to 0.022 per cent. Not all the 
heats were analyzed. One Ti-killed heat 
contained 0.0065 per cent soluble Ti and 
0.0049 per cent insoluble, believed to be 
titanic oxide. All the heats contained 
approximately 0.035 per cent each of sul- 
phur and phosphorus. None of these 
analyses form part of the conclusions and 
they are offered only as descriptive of the 
conditions of the experiments. 

The composition of the heats was deter- 
mined largely by commercial considera- 
tions, but covered as well selected a range 
of composition as was available to us. All 
of them were analyzed in the Research 
Laboratory for all the elements of interest 
in the investigation. 

From each heat about 150 coupons. of 
the usual ‘“‘keel-block” type were cast. 
These were either cast to about 1-in. 
diameter or rough-turned to that size 
before heat-treating. After heat-treating 
the specimens were machined to the 
familiar threaded-end o.505-in. diameter 
form. According to the custom in this 
laboratory, the diameter near the middle 
of the gauge length was made o.oo1 to 
0.002 in. smaller than the ends. The data 
are calculated with reference to the mini- 
mum diameter, which was held within 
0.001 in. to rarely 0.002 in. of the desired 
0.505 in. All specimens were filed and 
polished to eliminate tool marks. 
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Any specimens showing defects ex- 
ternally were discarded and replaced by 
others. All tests were made in duplicate 
and in the relatively unusual case of dis- 
agreement close inspection of the fracture 
was made to detect a cause. If successful, 
the result was discarded and the specimen 
replaced by another. In the few cases where 
such examination was inconclusive, a third 
specimen was broken and some judgment 
used as to whether to take the average of 
three, or of the two most nearly alike. 
It may be well to state in passing that two 
heats that consistently showed flaws of the 
subsurface, blowhole type were dis- 
carded and replaced by others of similar 
composition. 

A stress-strain diagram was plotted for 
each case, with a Berry gauge. A yield 
point was recorded if, at any load, strain 
increased “without significant increase in 
stress’; otherwise a yield strength corre- 
sponding to a o.1 per cent offset was 
recorded. 

After the specimens had been broken, 
the threaded end was sawed off the con- 
necting broken part of the gauge length, 
the sawcut was filed and polished and a 
Brinell impression made at the axis of the 
specimen using a (1-cm.) Carboloy ball. 

In the portion of the work underlying 
this paper there were about 40 heat- 
treatments for each melt. It seems a waste 
of space to enumerate them in detail. 
They represent normalizing from goo°C. 
(1650°F.) and/or from 820°C. (1500°F.), 
either untempered or tempered, at a series 


of temperatures beginning with 400°C. 


(750°F.) and advancing by 100°C. (180°F.) 
steps to the last permissible interval below 
the known Ac; point; also, quenching from 
goo° or 820°C. in the latter case, sometimes 
after preliminary normalizing at 900°C. 
followed by a variety of quenches as before, 
but terminating at the first step above 
Aci. Quenching was always in oil and in 
many heats also in water. It is known that 
in all cases tempering was continued (gen- 
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erally 2 hr.) until constancy of properties 
was obtained. Typical heat-treatments 
were followed by aging at 200°C. (400°F.). 
All heat-treatments were in air in a 
“Hump” electric furnace fitted with a 
Leeds and Northrup-G. E. control panel 
and recorder controller. Fluctuations on 
the chart were held to -less»than 5°C. 
Decarburization was eliminated as a 
variable by the amount of metal, nearly 
14 in., removed after heat-treating. 

Additional small specimens approxi- 
mating 34-in. cubes were normalized and 
quenched and then tempered at suc- 
cessively higher temperatures to determine 
the lowest indentation hardness obtainable 
on each one of the several steels. 

Jominy hardness curves were obtained 
on each steel. The steel was normalized 


TABLE 1.—Analyses of Heats 


PER CENT 
Heat No.| C Si |Mn}| Ni | Cr] Mo] V | Cu 
I 0.31 |0.44/0.71|3.35|0.02/0.03|0.00/0.07 
2 0.33 |0.37|/1.20)0.65/0.02/0.02/0.00/0.10 
3 0.38 |0.43|1.43/0.01/0.03/0.02/0.00|0.10 
4 0.24 |0.30/0.74/0.03/0.02/0.39/0.00)0.05 
5 0.36 |0.32/0.73|1.67|/0. 54/0. 26/0.00)0.04 
6 0.25 |0.28|0.81|1.37/0.02/0.10}0.09/0.07 
7 0.32 |0.41|0.81/0.00/0.08/0.04)0.00)0. 10 
8 0.23 |0.38/0.74|0. 81/0. 27/0. 22/0. 00)0.03 
9 0.35 |0.34|1.18|0.02/0.03/0.02/0.00/0.10 
ae) 0.40 |0.39/0.67/0. 22/1.44/0.47/0.15/0.12 
=z 0.395/0.89|0. 46|1.00|0.04/0. 27/0.00/0.02 
12 0.3650. 42|1. 20|0.68]/0. 05/0. 28/0. 00/0. 06 
13 0.385|0.48/0.74/0.16|1.12/0.33/0.00/0.09 
14 0.40 JO. 51/I.58/0.12/0.12/0.08/0.13/0.11 
15 0.39 |0.38|1.50/0.09|0.06/0.41/0.00/0. 12 
16 0.355/0.42|1.34|/1-33/0.33}0.10/0.00/0. 12 
z7 0.395/0.52|1.51/0.08/0. 16/0. 21|/0.09,0.25 
18 0.38 |0.45|I.34)0.04/0.07/0.03/0.00/0.03 
19 0.355|/0.44|1.26|/0.07|0.11|0.11/0.00/1.64 
20 0.32 |0.29/1.30)0.00/0.03|0.30/0.09 0.05 
21 0.325/0.47|I.41|0.06/0.38 0.11/0.00,0.02 
22 0.39 |0.39'1.60|0.12|0.05 0.34/0.00/0. 81 
23 0.52 |0.58)0.83/0.01 0.02|/0.06/0.00,0.10 
24 0.44 |0.65/0.88/0.02/0.02/0.49,0.000.35 
25 0.42 |0.40,0.75|0.03/0.01/0.16,0.00,0.11 
Et 


preceding this test, because in some no 
“green” material remained when this 
stage was reached. This may be open to 
criticism, since many, but not all, castings 
are quenched without previous normal- 
izing. The specimens were 3¢-in. diameter, 
enclosed in a shell 1 in. in exterior diam- 
eter. The bottom of the shell was }¥¢ in. 
thick and thermal contact was maintained 
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with the end of the specimen by the intro- 
duction of a little Rose metal. The pro- 
cedure has been employed by Focke at the 
Diamond Chain Co.,! we think, and has 
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the tensile strength-elongation relation and 
the tensile strength-Brinell number relation 
may be summarized in a graph similar to 
Fig. 1. Even the reproduction of 25 such 
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Fic. 1.—RELATION OF TENSILE STRENGTH TO BRINELL NUMBER AND ELONGATION OF A SINGLE 
STEEL IN VARIOUS STAGES OF HEAT-TREATMENT. 
The vertical cross represents a normalizing treatment from 900°C. (1650°F.). 
The diagonal, or St. Andrew’s cross, represents a normalizing treatment from 820°C. (a 500 DS) 
The open circles represent quenching and tempering treatments, the quenching being in oil 


from either goo0° or 820°C. 


The solid circles represent heat-treatments that terminate in a draw at a temperature just 


above the A; point of the present steel. 


The triangle pointing up represents full annealing, and the triangle pointing down, quenching. 


been found in our laboratory to give results 
identical with the use of a full-sized 
specimen. 


EXPERIMENTAL DATA 


The analyses of the several heats are 
assembled in Table r. 

The test data comprise records of some 
10,000 observations, which, unfortunately, 
cannot be included here. For each steel 


figures seems avoidable, for, at least for 
the purpose of discussion of the three 
properties now in question, the trend line 
of each array of observations can be de- 
scribed, corresponding to a single steel, 
by record of its slope (a for elongation, x 
for Brinell number) and its intercept on 
the tensile strength or Brinell number. 
(b and y, respectively.) This is done in 
Table 2. For the Brinell number, the 


A. 
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scatter is so small that trend lines can be 
determined by inspection; for elongation, 
they are the lines of regression of elongation 
on tensile strength as computed by least 
squares. 


TABLE 2.—Trend Lines 


Heat No. a b x X Io! y 

} | a 
I 2.20 20.2 500 —0.3750 
2 Ct: 16.5 441 +1.3700 
3 4.80 14.8 458 +1.3200 
4 4.64 14.0 463 +0.6383 
5 1.86 21.0 480 +0.4000 
6 s.97 76.9 454 +0.8280 
! 4.22 I5.2 500 +0.2500 
8 3.66 16.1 461 +1.0850 
9 3.77 16.0 421 +1.7270 
10 1.87 ai05 484 +0.4580 
Ir 2.49 18.0 500 —0.5000 
12 2.05 19.2 429 +1.2500 
13 1.84 21.3 458 +1.0200 
14 2.14 20.5 455 +1.0000 
15 1.64 22.0 471 +0.2900 
16 2.27 20.8 452 +0.8300 
17 2.45 19.4 432 +1.5600 
18 Fey | 26.7 493 +0.2100 
19 1.91 21.6 491 +0.0300 
20 2.06 21.6 500 +0.2500 
21 2.14 21.2 475 +0.2500 
22 1.76 20.4 453 +0.8800 
23 1.87 2r.2 515 —0.3300 
24 1.38 22.9 500 —0.7000 
25 a. 2% 18.7 +0.5100 
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The minimum Brinell numbers for the 
several steels are recorded in Table 3. 


TABLE 3.—Brinell Numbers and Elongation 


Minimum Elongation at 400° 
Steel No. Brinell Tempering, Per Cent 
Tt 187 9.3 
2 165 16.5 
3 175 10.8 
4 151 18.3 
5 197 5-5 
6 156 20.8 
7 156 21.3 
8 148 16.0 
9 158 16.5 
10 207 1.3 
Ir 194 3-5 
12 197 13.0 
13 194 5-3 
14 197 7.3 
Ts 187 0.5 
16 207 3-5 
17 201 ee 
18 179 14-0 
19 197 7.0 
20 187 11.5 
2i 192 10.3 
22 229 0.8 
23 187 6.0 
24 ‘217 3.0 
25 172 8.0 


The average elongation corresponding 
to quenching followed by a 400°C. (750°F.) 
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tempering process—which, be it remem- 
bered, was always found to be rather 
closely on the appropriate trend line—has 
been picked out of the records and listed 
in Table 3. 

The Jominy curves for the 25 heats are 
shown in Fig. 2. 


EVALUATION OF DATA 


. 


If the preliminary observations are cor- 
rect, the slope a of the line of regression of 
elongation on tensile strength should be 
represented by such an equation as: 


loga =a+ BC+ ySi+ 6Mn + eNi 
+¢Cr+nMo+ 0V+ Cu [1] 


and the intercept of the line (prolonged) 
on the line of zero elongation 6 by an 
equation of similar form. The values of the 
Greek letter coefficients would be ex- 
pected to differ in the two equations. 
Tables 1 and 2 give 25 values of log a and } 
accompanied by a similar number of 


TABLE 4.—Coefficients 


| Log a b To Eo 
STi 1.25262) 5.18479) 3.7798] 50.467461 
Co raee —0.01665| 0.23237/+0.0679| —0.627065 
SLs cweierep 0.00053] —0.00172|/+0.0102| —0.081446 
Lae —0.00096| 0.02501/+0.0159) —0.073307 
Nicws oc —0.00094| 0.01632|/+0.0047| —0.037237 
ie Sa —0.00055| 0.01633|/+0.0095|—0.047877 
Mo..,...|—0.00505|) 0.07174/+0.0196]—0. 200159 
sf ee —0.00064| 0.04259;/+0.0119} 0.075156 
Gitte. ec —0.00114| 0.01841|/+0.0060] —0.031304 


values of the concentrations of the eight 
elements. The chemical symbols in Eq. 1 
represent the concentrations of the re- 
spective elements. Having 25 equations in 
nine unknowns, the problem is “over- 
determined” and, by least squares, the 
values can be calculated of the Greek 
letter coefficients that will make the best 
fit, considering all 25 steels. These coefhi- 
cients are assembled in Table 4. The 
standard error of fit for log a is 0.0745 
and for b is 1.431, the units of measure- 
ment being o.or per cent for concentration, 
10,000 lb. per sq. in. for tensile strength 
and 1 per cent for elongation. 
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From the values of x and y in Table 2, 
‘the tensile strength T in units of 10,000 
lb. per sq. in., corresponding to a given 
Brinell number B, follows from 


T = Be+y {2] 


Using the data of Table 2, the minimum 
tensile strength J, of each steel is cal- 
culable and related to composition by least- 
squares Calculation, as before. The appro- 
priate coefficients are also included in 
Table 4. The standard error of fit of calcu- 
lated and observed values of T» is 3060 lb. 
per sq. inch. 

Setting these values of T> for T in Eq. 2 
along with the corresponding values of 
a and 6 will yield the maximum obtainable 
elongation. 

Again, by the usual least-squares method 
of elongation, Eo of specimens quenched 
and tempered at 400°C. (750°F.) has been 
expressed in terms of composition by an 
equation of the form of Eq. 1, and the 
proper coefficients included in Table 4, 
The standard error of fit is 2.03 per cent. 

Our study of yield points and yield 
strengths and of reduction of area has 
not yet advanced to the point where we 
wish to correlate them quantitatively with 
chemical compositions; therefore this paper 
will not be burdened with numerical data 
on this subject. 


DISCUSSION OF OBSERVATIONS 


It is plain that using equations of the 
form of Eq. 1, and the data of Table 4, 
the parameters a and 5 of the locus of the 
tensile strength-elongation relation of any 
steel can be calculated easily from its 
composition and its equation can be ex- 
pressed in the form 


E = a(b — T) [3] 


From the data of that table, To, the mini- 
mum attainable tensile strength, also can 
be calculated. Substituting To for 7 in 


257 


Eq. 3~ the maximum elongation (Emax) 
will be obtained: 


Emax = a(b — To) [4] 


From Table 4 and an equation having the 
form of Eq. 1, Eo, the minimum elongation 
obtainable by tempering at not less than 
400°C.; can be calculated. Suitable sub- 
stitution yields a value for the maximum 
tensile strength T49. to which an equation 
of the form of Eq. 3 would apply for a 
given steel. 

Needless to say, this gives complete 
knowledge of the obtainable properties 
within our self-imposed limits of heat- 
treatment; which, incidentally, cover pretty 
much the entire commercially desirable 
range. 

There is a generally accepted opinion 
that nickel concentrations greater than 
about 2 per cent are not useful. We were 
led to consider the possibility that the 
effect of that metal on log a and b might 
not be linear as postulated. Plotting the 
difference between the observed values 
of these parameters and the calculated 
value neglecting nickel against the con- 
centration of that element did not suggest 
any need for a correction of that type. A 
similar investigation with regard to chro- 
mium and manganese, the only other ele- 
ments studied in considerable concentra- 
tion, corroborated. this conclusion. It is 
to be remembered that this-statement is 
made from the relatively practical view- 
point of predicting the properties of com- 
mercial steels and that the program fol- 
lowed was not suited to an investigation of 
purely academic interest into the effects of 
very low concentrations of alloys. 

If the coefficients for calculating log a 
and b from composition were in the same 
ratio for all elements, there would be no 
choice, as far as attainable combinations of 
elongation and tensile strength are con- 
cerned, between various types of alloys; 
in fact, no alloy steel would produce any 
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result not attainable by a plain carbon 
steel. This is exclusive of considerations 
like hardenability, which determine how 
deeply steels will harden, or their casting 


Elongation, per cent 
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significance. The practical significance of 
the correlation of log a and 0d is that there 
is but a limited possibility of altering the 
relation of tensile strength to elongation by 


| 
Tensile strength, 10,000 Ib. per sq. in. 


Fic. 3.—FIRST APPROXIMATION OF THE BEST ATTAINABLE COMBINATION OF TENSILE STRENGTH 
: AND ELONGATION. 
Circles are points of closest approach of the observed loci to the curve. 


characteristics. Molybdenum and carbon 
do have coefficients almost exactly in the 
same ratio, and substitute for one another 
in constant proportion as far as the prop- 
erties under discussion are concerned. It is, 
of course, much easier to produce the 
properties associated with drastic quench 
in molybdenum steels than in carbon steels 
in sections of considerable thickness. 
Nickel and copper present such similarities 
of constants as to suggest a considerable 
degree of interchangeability. 

The various constants of Table 4 do 
not seem to be merely unrelated empirical 
values but often possess a high degree of 
correlation. The correlation coefficient of 
log a and b is —o.975. The correlation 
coefficient of x and y is —o.92. Both of these 
have a very high degree of statistical 


selection of alloys. Even a and y in the 
table have a correlation coefficient of 0.66, 
which is highly significant statistically. 
Had it been assumed that the relation of 
a and 6 did not depend on any particular 
choice of alloys, then by least squares from 
Table 4: 


log a = 1.52 — 0.05885 [s] 


It can be shown that this equation repre- 
sents a family of straight lines tangent to 
the locus of 


E = 1.954 — 0.0588T [6] 


T being in units of 10,000 Ib. per sq. in., 
as elsewhere in this paper. This locus is 
shown in Fig. 3 and represents the best 
attainable combination of properties by 
limitless choice of composition and heat- 
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treatment subject to the fallacious assump- 
tion that the combinations do not depend 
upon the particular alloys selected. It 
furnishes, however, a useful first approxi- 
mation of what is attainable.* 

It was the authors’ hope to examine their 
data on hardenability in the light of Gross- 
mann’s, but certain difficulties were en- 
countered. In this investigation there was a 
somewhat greater range of grain sizes, and 
there were difficulties in deciding what con- 
stituted the “‘half hardness.”” Vaguenesses 
also arose with very hardenable steels con- 
taining much chromium. 

Metallographically there is no region in 
which the structure of our steels con- 


‘tained only martensite and _troostite; 


ferrite was always present. To establish 
the conditions under which the Jominy 
tests of this investigation were equivalent 
to Grossmann’s ‘‘ideal critical diameter,” 
it was found empirically that a half hard- 
ness value should be selected about one 
Rockwell C number higher than Gross- 
mann’s maximum assumption for his alloy 
steel of equal carbon content; also, the 
lower boundary of his effect of chromium 
should be selected. With these assumptions, 
no systematic variations were found from 
calculated values that suggested any re- 
vision of the factors for particular elements. 
The writers were not, however, able to 
bring about an agreement within 15 per 
cent between calculated and observed 
values. 

So far we have not been able to bring 
about an entirely satisfactory under- 
standing of yield strengths (yield points), 
although we have established certain 
principles and qualitative relations as a 
basis for further mathematical treatment, 
which should be of interest in the present 
connection. 

In brief, we find that any steel within 
the range of our studies may have either 


~* Can Janitzky and Baeyertz’ curved loci 
be similar approximations to a series of straight 
lines or are they comparable to our obser- 
vations on material tempered below 400 C.? 
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a yield point or a yield strength. The result 
depends upon the type of heat-treatment; 
hence, to some extent, but not completely, 
on the Brinell number. The transition 
value of this property when a change is 
made from one type of plastic deformation 
to another is not perfectly sharp and ap- 
parently bears some relation to composition. 

The Yield ratio of a steel apparently is 
determined much more by the type of 
heat-treatment than by the composition, 
and is but little affected whether there is 
a yield strength or a yield point. 

On the first 18 of the present series of 
steels it was found that either the yield 
point or yield strength (VY) was related 
to the tensile strength 7, both in units of 
10,000 lb. per sq. in., by 


Y = —3.39 + 1.06222T [7] 


if the steels were limited to oil-quenched 
steels tempered at and above 500°C. Lower 
tempering temperatures and more drastic 
quenches raise the value of Y for a given 
value of ZT. There seems to be no doubt 
that hardenability must be drawn into 
these considerations, for evidently, in 
imagination at least, a steel might have a 
composition rendering it fully hard as the 
result of air quenching, .or completely 
unhardened by the most drastic quenching. 
However, normalized and _ tempered 
steels all seem to conform rather well to 


Y = —1.66 +0.83993T [8] 


Untempered steels cannot be nearly so 
well coordinated, perhaps for the harden- 
ability reasons just given. Their yield 
strength (YS) when they have no yield 
point, is not identical with the latter (YP) 
if it exists, for equal tensile strength. 
Empirically, the relations are 


YP = 0.35+ 0.62658T [o] 
and “ 
VS = 0.18 + 0.546377 [ro] 
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Quite similar equations can be developed 
for the ratio of elongation to reduction of 
area. It may be assumed.that the proper 
complete treatment of the properties of a 
steel here enumerated will consist of: 

1. The correlation of tensile strength 
and elongation in terms of composition. 

2. The correlation of tensile strength and 
Brinell number in terms of composition. 

3. The determination of maxima and 
minima for the above in terms of com- 
position. 

4. The relation of yield strengths or 
points to tensile strength in terms of heat- 
treatment and hardenability. 

5. The relation of reduction of area in 
terms of heat-treatment and hardenability. 

Having completed well over half this 
task and recorded substantial progress in 
the remainder, we do not wish to deprive 
other steel-foundry metallurgists of the 
useful information obtained, while we delve 
into the final stages. 


CONCLUSION 


It has been shown that within the limits 
of composition and heat-treatment re- 
corded in the body of this paper, the com- 
binations of tensile strength and elongation 
obtainable from a given steel by variations 
in heat-treatment fall upon a straight line 
whose length, position and direction can be 
calculated with considerable accuracy from 
the chemical composition. 

It has also been shown that similar state- 
ments may be made regarding Brinell 
number and tensile strength. 

Reasons have been given for believing 
that the yield ratio of a steel can be ex- 
pressed in terms of its heat-treatment and 
hardenability; also that similar statements 
may be made regarding the ratio of elon- 
gation to reduction of area. 

It is hoped that this relationship will be 
useful in determining the chemical com- 
position best suited to obtain a given 
mechanical result. 
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None of the data and conclusions of this 
paper involve anything but expected 
values. They include no tolerances that 
would make them applicable to the formu- 
lation of specifications without further 
knowledge of the reproducibility of results 
under operating conditions. 
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ADDENDA 


Further evaluation of the original data, 
carried on since the paper was written, has 
developed certain additional points of 
interest. 

The standard error of fit in log a and b 
recorded on page 255 involve uncertainties 
in E for a given T, which depend upon 
whether or not the error from both vari- 
ables can be additive. The deviation of the 
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individual values of log a and d in Table 2 
from those calculated from Tables 1 and 4 
were compared and found to have a corre- 
lation coefficient of minus 0.93. High values 


KENNETH BOCK 201 


The resemblance of the coefficient of 
above to that of 6 in Eq. 5 suggests that 
the remaining discrepancies are due to 
unaccounted-for causes, similar in char- 
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of log a thus very systematically accom- 
pany low values of and the two sources of 
error compensate to a large extent. 

The two residuals éiog « and & are related 
by the equation 
[x1] 


Clog a = 0.00029 — 0.04856 


acter to those controlling the gener 
relationships here studied. 

In confirmation of the validity at the 
assumption that log a (not a) is calculable 
by taking the sum of the effects of the 
several elements, Fig. 4 has been prepared. 
The residuals in log a, comparing computed 
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with observed values, are plotted against 
content of the four elements present in a 
considerable range of concentrations in the 
series of steels. The array of points form 
random patterns around a horizontal line 
and indicate no tendency to a slope or 
curvature. This is evidence that for these 
elements, the logarithmic function satis- 
factorily represents the change of a with 
concentration. 

The postulate that the relation of elon- 
gation to tensile strength is independent 
of the type of heat-treatment is actually 
only a simplifying assumption, justified by 
the fact that the errors introduced are 
almost always insignificant in magnitude 
as compared with the precision of obser- 
vation, and also of little engineering 
importance. 

If one is more concerned with funda- 
mental principles than practical appli- 
_ cations, separate trend lines for normalized 
and tempered, oil-quenched and tempered 
and water-quenched and tempered steel 
may be computed. These fall frequently 
into some such relation as shown in Fig. 5. 
The two types of quenching treatments 
have similar trend lines, the slopes differing 
in the direction shown, and the normalized 
steels having a much steeper trend. Since 
the range of tensile strength realizable by 
normalizing and tempering is, however, 
usually relatively short, the errors in elon- 
gation introduced by the assumption of a 
common trend are seldom great. 

Separate constants might be computed 
for each type of cooling and predictions 
based on an assumed type of heat-treat- 
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ment. The result would be some improve- 
ment in precision at the expense of greater 
labor in computation. 


DISCUSSION 
(F. B. Foley presiding) 


N. A. ZIEGLER,* Chicago, Ill—This paper 
is of a considerable interest to us because its 
authors use about the same line of attack in 
studying properties of cast steels as we do in 
our work. In general, the present results check 
quite well with ours and there is only one point 


I would like to bring up. The present paper’ 


does not give any data on impact resistance, 
and yet it is known that, depending on heat- 
treatment, its values may be quite different 
even though the tensile strength and hardness 
are the same. This is particularly true regarding 
thermally sluggish steels with suppressed 
transformations. 

For example, No. 1o (Table 1) is definitely 
an air-hardening steel. If it is normalized from 
over 1600°F. and drawn at about 1250°F., 
its tensile strength will be well over 100,c00 
lb. per sq. in. with an elongation of about 
25 per cent and hardness of 200 to 250 Brinell. 
At the same time, its impact resistance will 
be of the order of 20 ft-lb. Charpy (keyhole 
notch). If, on the other hand, the same steel 
is heated to the austenitic state—i.e., to 
about 1600°F.—cooled to about 1350°F. and 
permitted to transform, its tensile strength, 
elongation and hardness may be very much 
the same as in the normalized and drawn 
condition, but its impact resistance will be 
quite low. This is true of all steels that have a 
tendency to air-harden; i.e., possess suppressed 
transformations with relatively slow cooling 
rates, such as annealing or even normalizing. 


* Research Metallurgist, Crane Company. 
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Variables Affecting the Hesulis of Notched-bar Impact Tests on 
teels 


By CiarEeNcE E. JAcKSON,* MeEmBER A.I.M.E., Myron A. Pucacz,* JuntoR MEMBER, 
AND FRANK S. MCKENNa* 


(New York Meeting, February 1944) 


THE notched-bar impact test has proved 
worth while in certain applications as a 
test for control of the quality or the heat- 
treatment of steel. In view of the serious 
thought that even so simple a test as the 
tensile test has evoked during the past 
years, it is not surprising that the notched- 


~ bar impact test should have inspired much 


experimental work. The correlation of the 
great number of data has not been success- 
ful, although steady progress has been 
made toward a better understanding of 
this test. Progress has been made, espe- 
cially, in the isolation of the effects of the 
many variables that control the results. 


The stress system imposed on a specimen ° 


with a notch is so complicated and un- 
predictable that no simple evaluation of 
the test has been possible. Because of this 
uncertainty, many engineers hesitate to 
use the notched-bar impact test, and this 
attitude may well continue until a better 
understanding of the effects of the variables 
in the test are available. 

Without doubt, any additional data that 
may be presented should be accom- 
panied by as complete a description of the 
details of test as possible, so that it may 
be added to the general fund of information 

This paper represents only the personal 
opinions of the authors and in no way reflects 
the official attitude of the U. S. Navy. Manu- 
script received at the office of the Institute 
Dec. 20, 1943. Published by permission of the 
Navy Department. Issued as T.P. 1668 in 
METALS TECHNOLOGY, August 1944. 

* Division of Physical Metallurgy, Naval 


Research Laboratory, Anacostia Station, Wash- 
ington, D. C 4 
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that is to serve as the basis for the theory 
of the notched-bar impact test. The many 
factors that may control the test results 
have been pointed out repeatedly. The 
importance of the effect of the type and 
dimensions of the specimen has been 
recognized. 

Most of the work reported by American 
investigators has been limited to small- 
size (Charpy) specimens tested as a simple 
beam; two types of notches (Fig. 1) have 
been commonly used. Considerable data 
have also been presented by many investi- 
gators using a small specimen tested as a 
cantilever beam; this commonly being 
called the Izod test. Here, however, a 
shear component of stress makes the stress 
system even more complex than that 
present in the simple beam type of test, 
hence a critical analysis is difficult. Much 
work has also been reported by investi- 
gators using the tension type of specimen. 

A second variable that must be con- 
trolled is the testing temperature. An 
indication that the tests were performed 
at room temperature is not sufficient, since 
in many steels a variation of a few degrees 
in the actual testing temperature may be 
sufficient to give an entirely different range 
of results. Other factors, such as the com-, 
position and condition of the material 
being tested and the speed of test, should 
also be considered. 

Many investigators have contributed 
data and theoretical discussions on the 
problems encountered in notched-bar test- 
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ing; notably, Moser,! Greaves and Jones,? 
Maurer and Mailander,’ followed by the 
more recent work of Hoyt, McAdam and 
Clyne,® Gillett® and Rosenberg.’ An ex- 
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type with a length of 160 mm. and fracture 
across a section 15 by 30 mm., a specimen 
considerably larger than that commonly 
used in this country. The method of 
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Fic. 1.—TYPES OF SPECIMENS. 
Breadth was varied for many tests; e.g., 5 mm. for }4 breadth. 


tensive treatise is presented in Gmelins 
Handbuch der Anorganischen Chemie,’ 
while The Manchester Association of 
Engineers devoted much of its 1937-38 
session to an extensive discussion of 
notched-bar impact testing.® 

In general, the investigators agree that 
the total energy absorbed by a notched-bar 
specimen during test is due not only to 
the resistance to fracture but also to the 
resistance to deformation. The exact rela- 
tionship and the relative importance of 
these two factors in any particular test is 
often obscure and exact correlation is 
difficult. Fortunately, however, the exact 
relationship may not be necessary for an 
evaluation of the test values encountered in 
notched-bar testing. 

It has been suggested by Moser! that 
the volume of metal that is strained in the 
rupture of a test specimen is a function 
of the total energy absorption. Moser’s 
specimen was of a keyhole-notched Charpy 


} References are at the.end of the paper. 


measuring the volume of strained metal 
was that of observing the Hartmann or 
flow lines appearing on the side of a polished 
specimen and did not take into account 
the fact that the metal next to the fracture 
undergoes considerably more strain or 
deformation than the area farther away 
from the fracture. Also, it has been men- 
tioned frequently that the volume deforma- 
tion cannot be measured with any degree 
of accuracy by surface deformation, since 
at the surface all normal components of 
stress must vanish, and at a point near 
the surface a metal cannot resist deforma- 
tion in the same way as at a point farther 
from the surface. 

The present discussion is an outgrowth 
of the information on the notched-bar 
test accumulated from the studies of 
various types of test pieces that have been 
used in the determination of the quality 
of weldable steels. The complete picture of 
the relationship of the effects of many 
of the variables of notched-bar behavior 
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in testing plain carbon and low-alloy steels 
is not simple. Additional data are pre- 
sented in the following study, however, in 
the hope that future investigators will be 
aided in this intriguing search for a 
more complete evaluation of notched-bar 
behavior. 
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TEST SPECIMENS 


The majority of test specimens were 
standard keyhole or V-notched Charpy 
specimens (Fig. 1) with modifications of 
breadth. The notches in the V-notched 
type of specimens were milled with two 


TABLE 1.—Composition of Steels Investigated 


PER CENT 
“Specimen 

No. Cr Ss = Al Ti 
I oO. oO. oO. 0,007 | 0.032 | 0.0 
2 oO. oO. oO. 0.028 | 0.014 ‘ 
5 oO. oO. oO. 0.026 | 0.013 
6 o. oO. °. 0.017 | 0.045 | 0.05 
9 oO. oO. oO. 0.01 | 0.027 | 0.01 
x. 5 °. 0. 0.029 | 0.017 

: z. °. 0.002 | 0.017 | 0.003 
18 oO. o. oO. 0.015 | 0.009 
20 oO. oO. oO. 0.051 | 0.022 
22 oO. x. oO. 0.020 | 0.017 
27 oO. oO. oO. 0.020 | 0.088 0.005 
29 oO. oO. 0.044 | 0.002 
30 oO. °. oO. 0.023 | 0.050 
at °. oO. °. 
32 oO. oO. oO. 0.34 | 0.023 | 0.014 
33 oO. °. oO. 5.85 | 0.005 | 0:0I15 
37 oO. °. o. 0.019 | 0.030 
Srtic).|-o0. °. °. 0.017 | 0.033 
52(2c) | 0. oO. B 0.0II | 0.040 
53(3c) | o. oO. °. 0.041 | 0.041 
54(4c) | 0. o. oO. 0.029 | ©.0II 
56(6c) | o. oO. °. 0.022 | 0.035 
57 oO. oO. Oo. 0.029 | 0.OII | 0.001 
58 oO. oO. o. 0.046 | 0.016 | 0.001 
59 oO. oO. oO. 0.050 | 0.024 | 0.006 
60 o. oO. oO. 0.047 | 0.021 | 0.004 
61 oO. oO. o. 0.030 | 0.024 } 0.01 
63 oO. oO. oO. 0.024 | 0.016 
72 oO. oO. °. 0.023 | 0.086 
82 oO. oO. o. 0.79 | 0.021 | 0.027 | 0.03 
A oO. °. °. 0.020 | 0.015 A 
B oO. oO. oO. 0.029 | 0.014 
Cc oO. oO. 0. 0.030 | 0.016 
D oO. oO. o. 0.020 | 0.021 
E oO. o. o. 0.029 | 0.012 
F oO. Oo. oO. 2.02 | 0.OII | 0.014 
G oO. oO. oO. 5.53 | 0.007 | 0.022 
H oO. oO. oO. I7.51 | 0.009 | 0.OIL 


MATERIALS 


The chemical composition of the plain 
carbon and low-alloy steel plates used in 
this investigation is given in Table 1. All 
materials were commercial hot-rolled steels 
¥ in. thick, with commercial tolerances, 
and were tested either in the as-rolled or 
in the normalized condition, with speci- 
mens cut, unless otherwise specified, longi- 
tudinally to the direction of rolling. Details 
of the test specimens are given with each 
series of data. 


machine cuts with automatic feed, using 
a special form of milling cutter designed 
so that it could be resharpened without 
changing the outline of the cutting tooth. 
The contour of the notch in the specimens 
was checked frequently microscopically 
at 100 diameters magnification, to main- 
tain the dimension of the notch to within 
a thousandth of an inch. 


EQUIPMENT FOR TESTING 


An Amsler pendulum machine was used 
for breaking the notched bars in impact 
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loading. All tests were run using the full 
energy capacity of the pendulum (220 
ft-lb.) with a striking velocity of 17.4 ft. 
per second. 
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VARIABLES AFFECTING RESULTS OF NOTCHED-BAR IMPACT TESTS 


This statement is true only for certain 
brittle steels and for a limited range of 
breadth of specimens. Many low-carbon 
and low-alloy steels with high energy- 
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ABSORPTION VALUES ALL 
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SPECIMEN, | CM. BREADTH 


ro) 
fs} 


@ 
(e) 


ABSORPTION (FT-LBS) 


(op) 
(2) 


SPECIFIC ENERGY 


1/4 2 


BREADTH OF 


TEST SPECIMEN 


(CM) 


Fic. 2.—EFFECT OF BREADTH OF SPECIMEN ON ABSORPTION OF SPECIFIC ENERGY FOR CHARPY 
V-NOTCHED BAR. 
All values in terms of standard specimen of r-cm.- breadth. 


TESTS AND DaTA 


Effect of Breadth of Specimen 


It has been stated repeatedly‘:5 that 
the general effect of increase in breadth of 


the notched-bar impact specimen is to > 


reduce the specific notched-bar value. 


absorbing capacity require additional con- 
sideration. The data for different breadths 
of specimen for 27 low-alloy and carbon 
steels are plotted in Fig. 2. All specific 
energy-absorption values are based on a 
standard section of 10 by ro mm. (0.394 in.) 
with a notch 2 mm. (0.079 in.) deep. 
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The relation of decreasing energy absorp- 
tion per unit area with increasing breadth 
is applicable only to the more brittle steels 
with standard notched-bar values lower 
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A similar behavior is to be noted for 
specimens with the keyhole type of notch, 
as shown in Fig. 3. Additional data repre- 
sented by the steels A to H, which have 
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Fic. 3.—EFFECT OF BREADTH OF SPECIMEN ON ABSORPTION OF SPECIFIC ENERGY FOR CHARPY 
KEYHOLE-NOTCHED BAR. 
All values in terms of standard specimen of 1-cm. breadth. 


than about 60 ft-lb. In the tougher and 
more ductile steels the relation of resistance 
to deformation and resistance to fracture 
is such as to give a lower specific energy 
absorption for the narrow specimens. Prob- 
ably the reason for this is that the initial 
deformation shifts the sectional mass of 
the specimen so that the area in which 
initial fracture must occur is reduced. On 
the other hand, the rigidity of wide speci- 
mens apparently is sufficient to retain the 
sharpness of the notch. The exact balance 
between resistance to deformation and 
resistance to fracture will always deter- 
mine the behavior of the test specimen. 


been presented by Habart and Herge!® are 
also included. 

It is interesting to note that in these 
specimens with higher energy absorption 
the maximum specific energy absorption 
occurs with approximately a square frac- 
ture section; i.e., in the keyhole notched 
bar with one-half breadth and in the 
V-notched bar type of specimen with 
one-half to standard breadth. 


Effect of Radius of Notch 


The total energy absorbed in a notched- 
bar failure depends upon the energy ab- 
sorbed in the deformation of the test 
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specimen together with the energy neces- 
sary to overcome the cohesive strength of 
the material. ‘The relative importance of 
these two factors for a given material 


OF NOTCHED-BAR IMPACT TESTS 


a section 10 mm. (0.394 in.) square and a 
length of 55 mm. (2.165 in.) were notched 
to a depth of 2 mm. (0.079 in.) with a 
standard Charpy-type V-notch and with 
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Fic. 4.—EFFECT OF NOTCH RADIUS ON CHARPY IMPACT VALUE, 


depends much upon the geometry of the 
test specimen. In the notched-bar test, 
it is possible to change the relation of the 
resistance to fracture and the resistance to 
deformation by varying the radius of the 
notch. A sharper notch causes a greater 
tendency for brittle failure whereas an 
increase in the radius of the notch gives 
greater deformation with less tendency 
toward brittle behavior. 

The effect of increasing the radius of the 
notch in similar notched bars is given for a 
number of steels in Fig. 4. Specimens with 


milling cutters of 14, }¢ and 34¢-in. radii. 
As the radius of the notch increases, the 
energy required to fracture the test speci- 
men is increased. 


Comparison of Keyhole and V-notch 
Specimens 


The uncertain relation between the 
behavior of the V-notch and keyhole type 
of specimens is often mentioned. A com- 
parison of these behaviors can be made 
only when variables such as temperature 
of test or width of specimen are considered. 
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_ The effect of type of notch and breadth cided increase in sensitivity is shown for 
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the V-notched type. 
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Fic. 5.—EFFECT OF TYPE OF NOTCH AND WIDTH OF SPECIMEN ON CHARPY IMPACT VALUE OF A 
SERIES OF PLAIN CARBON STEELS. 


“(temperature of test 70°F.) is shown in 
Fig. 5 for a series of hot-rolled plain carbon 
steels. Here again the sensitivity of the 
V-notched specimens is evident. These 


data also throw doubt on the validity of 
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the results of subsize specimens, although 
in a comparison of the values for 44-width 
‘V-notched and keyhole specimens a de- 
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Effect of Temperature of Test 


Of the variables that affect the relation- 
ship between resistance to plastic deforma- 
tion and resistance to fracture, the one 
of primary importance is the effect of 
testing temperature. For some steels the 
effect of breadth of specimens becomes of 
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greatest importance in tests at room 
temperature (Fig. 6). It is generally agreed 
that reduction in testing temperature has 
very minor effect on resistance to fracture. 
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However, for many steels, the resistance 
to deformation, and hence the total energy 
absorption, is greatly affected by a decrease 
in testing temperatures. Low-carbon steels 
are especially sensitive to the influence of 
low testing temperature. Two areas of 
increased brittleness are to be noted (Fig. 
6): first, the area of rapid transition from 
high to low energy absorption as the 
temperature is decreased from just above 


pearance of standard and double-width 
specimens for various testing temperatures 
is shown in Fig. 7 to be very similar, except 
those tested at room temperature. 

The effect of temperature of test on the 
results for standard V-notched and keyhole 
specimens from a low-alloy high-tensile 
steel is shown in Fig. 8. The increased 
sensitivity of the V type of notch is shown 
by the steeper low-temperature drop and 
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the wider range of values. It is difficult 
to obtain reproducible values for the 
V-notched-bar impact specimens for tests 
performed on many steels in the transition - 
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bend machine is reported by Petrenko.' ; 
The results for these materials show some © 


scatter, although the data when replotted 
(Fig. 9) indicate that there is little differ- 
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zone, whereas, below and above this zone 
consistent results are to be expected. On 
the other hand, the keyhole notched-bar 
specimen is insensitive and the results even 
in the transition zone are consistent. 


Effect of Speed of Test 


A comparison of the energy absorbed 
by notched bars from nine ferrous mate- 
rials broken in an impact machine (striking 
velocity 12.44 ft. per sec.) and in a slow- 


ence between the energy absorbed by 


notched-bar specimens tested in either 


machine. Recently, in a discussion of ten- 
sile impact behavior, Brown and Vincent}? 
have pointed out that changing the rate of 
strain from static condition to over 800 in. 
per in. per sec. has little effect on the total 
energy absorbed. These data are repro- 
duced in Fig. ro. 


A study of the effect of speed of test 
was carried out on the group of steels used — 
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in the present investigation. Specimens 
were broken in the impact machine and a 
similar group was tested in a jig (identical 
with that of the impact machine) at a 


19/16" 
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for three steels (composition not reported) 
can be plotted from the data presented by 
Moser.! Although the work-hardening is 
not quantitatively evaluated, the relation 


2-1/2 MM. 
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Fic. 11.—DIAGRAM OF JIG FOR TESTING SLOW-BEND SPECIMENS. 


slow rate, using a tensile testing machine 
(Fig. 11). A stress-strain curve was made 
in order that the area under the curve 
might be measured with a planimeter and 
converted to energy units. In general, the 
energy absorption in the slow bend and 
impact loading are in good agreement in 
homogeneous materials (Fig. 12). How- 
ever, a decided increase in energy absorp- 
tion in the impact method compared with 
the slow-bend method was noted in a 
number of commercial-quality nonhomo- 
geneous materials containing laminations 
or having fibrous breaks. 


Resistance to Deformation of Notched-bar 
Specimen 


The relationship between the volume of 
deformed metal and the energy absorption 


of volume of deformed metal and the 
energy absorption is found to be approxi- 
mately linear for each material (Fig. 13). 

In the present study a great many speci- 
mens were examined in order to observe 
the deformation and flow of metal in the 
vicinity of the fracture. A surface normal 
to the notch was prepared on half of each 
specimen and surveyed using Vickers 
pyramidal diamond indentations with a 
10-kg. load. Indentations were made 0.05 
in. apart in rows perpendicular to the 
length of the specimen. These rows were 
spaced every 0.03 in. and were staggered 
(Fig. 14). Enough indentations were made 
so that the last several rows had approxi- 
mately the same average hardness. This 
average hardness value was assumed to be 
that of the unstrained metal. 
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Typical data from the hardness survey 
are given in Fig. 14. An examination of the 
data in most cases reveals an illuminating 
picture of the progress of fracture. In the 
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tween the energy absorbed during fracture 
and the amount of work-hardening. The 
average hardness of the unstrained metal 
was subtracted from the average hardness 
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shallow notched specimens there are two 
areas, one above and one below the neutral 
axis, which show a higher hardness, indi- 
cating simple beam behavior during frac- 
ture. In the deep-notch or keyhole-notched 
specimens this type of deformation has 
not been found. Fracture is caused mainly 
by the punching action of the nose of the 
pendulum.hammer on the area between the 
nose of the hammer and the notch. 

An interesting correlation was noted be- 


of the entire surveyed area, giving a value 
that represented the average hardness 
increase for that area. The area surveyed 
was measured from a photograph at 3 
diameters magnification, using a planim- 
eter. Since only half of the specimen was 
surveyed, this value was doubled and 
converted to the volume it represented. 
A work-hardening value was obtained by 
multiplying the volume of the metal sur- 
veyed in cubic inches by the average hard- 
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ness increase in Vickers hardness numbers 
for that volume. It should be noted that 
this value remains a constant for each 
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specimens; it is expected that other types 
will give a different relationship between 
energy absorption and work-hardening. 
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Fic. 13.—RELATION OF VOLUME OF STRAINED METAL AND AMOUNT OF ENERGY ABSORPTION FOR 
THREE STEELS OF VARYING TOUGHNESS. (Moser.) 


specimen, regardless of the amount of 
unstrained metal included in the survey, 
as long as none of the strained metal is 
excluded. 

The amount of work-hardening was 
determined for 18 specimens of two 
different carbon steels with a variety of 
breadths and notch conditions (Table 2) 
and plotted against the energy absorbed 
in foot-pounds (Fig. 15). The linear rela- 
tion gives a fundamental basis for the 
behavior of the metal in various test 


SUMMARY AND CONCLUSIONS 


A number of conclusions may be drawn 
from this study: 

1. Doubling the breadth of a standard 
(t cm.) notched-bar impact specimen 
broken at room temperature causes a 
decrease in specific energy absorption for 
most of the steels studied. A further de- 
crease in absorption of specific energy 


is expected from specimens of greater 
breadth. 
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Fic. 14.—HARDNESS SURVEY OF TYPICAL KEYHOLE AND V-NOTCHED BAR SPECIMENS. 


TABLE 2.—Summary of Data 


Notched- Volume of Average 
Steel bar Impact | py o6 of Notch te he Leas ta of Metal Hardness Work- 
No. Value, IN ee eels MM ce tee en Surveyed, Increase, hardening? 
Ft-Ib. saa mie Cu. In, Per Cent 
5 I 0.141 270 0.28 
2 0.5 0.048 0.8 0.04 
2 I 0.082 5.4 0.44 
2 I 0.066 14.6 0.96 
2 16 OG. L37 6.3 0.86 
2 I 0.129 75 0.97 
2 I 0.055 Ze 5) 0.14 
5 0.5 0.048 8.3 0.40 
2 0.5 0.068 8.0 0.54 
5 I 0.0096 3.8 0.36 
5 I 0.112 4.8 0.54 
2 I 0.077 5.0 0.38 
2 I 0.107 9.2 0.98 
2 2 0.234 Li 0.31 
5 2 0.260 3-9 0.99 
2 I 0.077 16.6 1.28 
2 I 0.139 i253 peau 
2 I 0.115 20.3 2.34 
2 I 0.130 20.8 2.70 
2 I 0.105 25.0 2.62 


« Volume of metal surveyed (cu. in.) multiplied by average hardness increase 


(Vickers hardness number). 
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2. The V-notched Charpy test specimen 
is preferred to the keyhole-notched speci- 
men for the range of steels studied, since 
the sensitivity of the test is increased and 


deduced from observations on a number of 
types of notched-bar impact specimens and 
under a variety of test conditions for two 
plain carbon steels. Other types of steel 
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the test specimen is strained as a simple 
beam. 

4. Testing temperature is one of the 
important variables that affects the specific- 
energy absorption of a notched-bar speci- 
men broken in impact. For specimens 
tested at various temperatures, the effect 
of breadth is greatest for the steel studied 
in the range of temperatures from just 
above to below room temperature. 

5. In general, the energy absorption in 
the slow bend and in impact loading are in 
good agreement for homogeneous steels. 

6. A linear relation between energy 
absorption and work-hardening has been 


undoubtedly will show a relationship be- 
tween work-hardening and energy absorp- 
tion, although the slope of the curve will 
vary. 

The quantitative evaluation of the effect 
of changes in test specimen for a given 
steel will require a clearer understanding of 
the relationship of resistance to deforma- 
tion and of resistance to fracture under all 
conditions of restraint and test. Further 
investigation should be made to determine 
whether the energy absorption of test 
specimens subjected to tensile, impact, 
bending, or torsion forces, either singly 
or in combination, follows the rule that the 


— > 


DISCUSSION 


total energy absorbed depends upon the 
total work-hardening. From a practical 
standpoint it may be possible that the 
relationship between work-hardening and 
energy absorption is a fundamental con- 
stant for each steel; this would be useful 
in the general solution of the behavior of 
mechanical test specimens. 
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DISCUSSION 
(F. G. Tatnall presiding) 


F. G. TATNALt,* Eddystone, Pa.—Why was 
the keyhole notch established? 

Has consideration been given to the matter 
of taking into account the energy necessary to 
throw the ‘specimen by the pendulum of th 


* Baldwin Locomotive Works. 
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impact machine? A great deal of energy is so 
expended which appears in the total impact 
value reported for the test. Is it not much bet- 
ter to drop the pendulum from increasing 
heights until incipient fracture occurs? 

Then there is the matter of threshold energy 
value—that critical temperature at which a 
ductile material suddenly becomes brittle. 
That is a most important function of the im- 
pact test! A buzz saw will explode if operated 
at very low temperature; a rail will crack under 
impact. A great many things will happen 
at very low temperature. That should be 
emphasized. 

The next thing is the matter of the slow bend. 
It has been said time and again that explosion 
patterns can be reproduced qualitatively but 
not quantitatively by a static test on the struc- 
ture instead of an impact test. We can thus 
find out how failure progresses through the 
structure. 

Colonel Zornig, of the Watertown Arsenal, 
tells me that the quickest way to differentiate 
between brittle and ductile fracture is to see 
whether it is shiny or dull. 

Next is the matter of the double-width bar. 
Mr. Riegel, of Caterpillar Tractor, tells me 
that this is a good test for notch brittleness. 
If the double-width bar absorbs twice the 
energy of the single-width bar in impact, it is 
not notch brittle. Finally, I do not think that 
specific energy was clearly defined in this paper. 


F. S. McKenna (author’s reply).—In order 
to compare the energy absorbed by specimens 
of various breadths, use was made of the term 
“specific energy.” This may be defined as the 
energy absorbed by a specimen multiplied by 
the ratio of the breadth of a standard specimen 
(ro mm.) to the breadth of the second specimen. 
Thus, in comparison, the following multiply- 
ing factors were used: 


BREADTH FACTOR 
Standardlso 5 caer sere ys Takes I 
[Bspele (: eee crn Meader Onyone on tear 19 

A eee NAA oid Share nicionick te ¢/ otc 2 
@leli Monn nope pe Coaan OUo oo uae 4 


Such an analysis was used for the results 
shown in Figs. 2, 3 and 6. 

The keyhole specimen has found favor be- 
cause it is easier to machine than the V-notched 
type. The data obtained with the key-hole 
specimen are in general quite reproducible. 
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The V-notched specimen, on the other hand, is 
a much more sensitive test piece, although it is 
somewhat more troublesome to prepare. The 
V-notched specimen has a decided advantage in 
the fact that a larger area is tested. 

We agree that considerable information can 
be obtained regarding the notched-bar charac- 
teristics by using both single and double- 
breadth specimens. This information, however, 
is useful only in the area of rapid transition 
from high to low energy absorption as the 
temperature is decreased from just above room 
temperature to temperatures below room tem- 
perature in what is often called the threshold 
energy area. 


ke Ey Aniison, ike. Pattsbureh Pat 
would be interesting to know whether there 
are any available data on triple-width speci- 
mens, and whether there exists a linear rela- 
tionship between the values obtained on single, 
double, and triple widths. A few results from 
our laboratory gave less than double the im- 
pact value on double-width specimens, but 
gave larger values on triple-width specimens. 
Examples are given below, each value being 
the average of six tests. 


Izod Ft-lb. 

SINGLE DOUBLE TRIPLE 
6.0 8.0 14.0 
9.0 II.0 20.0 

10.0 ta.5 20.0 


F. S. McKenna.—I think that the work on 
triple-breadth specimens is largely limited by 
the capacity of standard testing machines. 
The linear relationship between breadth of 
specimen and energy absorption does drop off 
considerably for some steels for double-breadth 
specimens; in fact, a steel might have tro ft- 
lb. absorption in single breadth and only 5 or 
6 ft-lb. for a double-breadth specimen. In 
other words, a double-breadth specimen may 
break with less energy than a single breadth. 
It would be very interesting to see some more 
information on triple-breadth specimens. 


J. H. Hottomon,t Watertown, Mass.—I 
should like to comment on the difficulty of 
obtaining reproducible notch conditions. We 


* Metallurgist, 
Foundry Company. 

+ Captain, Ordnance Department, Water- 
town Arsenal. 
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have done a little work on this problem and 
are doing more. Certainly the sharp cracks, or 
scratches, in the specimen can be removed, 
and, at least for very ductile material, this 
improves the reproducibility of the impact test. 
However, on stronger metals, it is somewhat 
questionable whether the reproducibility is 
improved by polishing the bottom of the notch 
with a small wire and with fine alumina. 
Dr. Gensamer suggested this procedure earlier 
and we use it as more or less standard practice. 
We polish the bottom of notch and examine 
it to see that the scratches are removed. 

The next point that I would lik to bring 
out is the effect of radius of notch. The problem 
is extremely complicated. As the bar is made 
wider, the metal at the base of the notch is 
more and more constrained; that is to say, 
as the bar is made wider the shoulder of the 
bar is more operative in preventing deforma- 
tion at the base of the notch, so that the trans- 
verse constraint becomes greater. The effect 
of increasing the width of the bar is greatest 
when the width of the bar is small compared 
with the radius of the notch. For the standard 
Charpy specimen 1 cm. wide and o.or-in. 
radius of notch, doubling the bar should not 
change the temperature of brittle failure. When 
a bar is made wider, of course, more material 
deforms; and the energy required for fracture 
increases. 

When Moser, who made the first experi- 
ments, changed the width of the bar, he ob- 
tained brittle failures and decreases of energy. 
The relative behavior of specimens of various 
widths depends entirely on what type of speci- 
men is being used and how large the radius is. 
The smaller the radius, the less effect there 
should be from the changing width of the 
bar; the larger the radius, the greater the effect 
of changing the width of the bar. 


N. A. Zrecier,* Chicago, I!]—In discussing 
the relative merits of Charpy and Izod tests, 
one factor is somewhat overlooked; that is, 
the nature of the machine marks in the notch. 
In preparing a Charpy bar, a hole is drilled 
and the machine marks are transverse to the 
notch. In an Izod bar, the notch is machined 
with a cutter and the machine marks are longi- 
tudinal. A few years ago, in some Russian 
articles by Davidenkoff et al., it was pointed 
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out that this condition may have some effect 
on the test results. 


F. G. TarnaLtt.—How about the throwing of 
the broken specimen? Did anybody ever 
evaluate that? This matter comes up fre- 
quently in all discussions of impact when 
people are procuring equipment. There ought 
to be some evaluation of it. 


G. L. Cox,* Watertown, Mass.—I do not 
think that the differences in the preparation of 
the Charpy specimen have nearly as much to 
do in the final result as the variation in the 
material or the susceptibility of the material 
to what is going to happen to it at the par- 
ticular strain rate or temperature. Captain 
Hollomon mentioned our program for evaluat- 
ing these differences in typical steels at several 
yield-strength levels. He mentioned that in 
the high-strength material (of the order of 
150,000 lb. per sq. in.) the difference is prac- 
tically nothing, and that is a fact. There seems 
to be no difference whether the specimen con- 
tains very bad scratches at the base of the 
notch or is polished smooth. In the lower 
strength material (such as 75,000 lb. per sq. in.) 
the difference is more significant. There is some 
indication of a larger spread in the unpolished 
specimen. However, this spread is still of the 
order of a very much lower magnitude than 
variations in the material itself, such as lamina- 
tions, etc. 

By way of a summary, what I mean is that 
if the material gives a high level of impact 
value, it is not going to be significantly changed 
from that by the condition of the notch as ob- 
tained in the usual method of preparing speci- 
mens. I think that probably too much empha- 
sis has been placed on the inadequacy of the 
ordinary impact specimens. There are people 
in this room who have had a lot of experience 
in testing materials for notched-bar impact 
properties, and I do not think that many of 
them polish their specimens, and probably 
some have already established that it is in the 
main unnecessary to go to this extra trouble. 
This is one of those things that are very nice to 
know the magnitude of, but I feel that it is a 
lot less to worry about than the heat-treatment 
or other metallurgical condition of the material. 


* Lieutenant Colonel, Ordnance Department, 
Watertown Arsenal. 


M. GENSAMER,* Pittsburgh, Pa.—Colonel 
Cox is perfectly right in that most of the time 
it does not make much difference whether the 
notch is ground or an ordinary machined notch 
is used, but occasionally it makes a good bit of 
difference. It does not with ordinary heat- 
treated steel but I have run into some cases, 
especially with some of the harder stainless 
steels, where it makes a great deal of difference. 
So you have to use discretion and be careful 
about the preparation of notch if it is impor- 
tant, and you have to find out by experience 
whether it is important or not. 


F. M. WALTERS, Jr.,{ Washington, D. C— 
The chairman has raised a question and has 
gotten no answer to it. I think he is the only 
one who has even the beginnings of informa- 
tion on it. I wish he would tell us about the 
error due to throwing the specimen. 


F. G. TAtNaLL.—Some work has been done 
in plastics on the energy loss in throwing of the 
specimen. I seem to recall that the throwing of 
the specimen absorbed from 50 to 60 per cent 
of the impact energy reported. This appeared 
in a paper in Modern Plastics, by Dr. Nason, of 
the Monsanto Chemical Co., about three 
months ago. In other words, it makes you 
begin to question the values obtained by these 
impact tests which are so carefully reported. 

It has been proposed in the Plastics discus- 
sions that impact testing be done on the basis of 
successively releasing the pendulum from in- 
creasing heights until incipient fracture is ob- 
served or just enough to break the bar. It 
means that we will have to try some such way 
if we want to get real, precise impact values. 
Impact by projectiles fired from rifles has been 
used for obtaining high-speed impact values. 
Notched-bar testing may be carried out as a 
static bend test plotting a stress-strain curve 
for qualitative study instead of employing a 
pendulum impact machine. 


H. Scort, Pittsburgh, Pa——May I make 
the comment that perhaps the point here is 
that we are dealing with an extremely brittle 
material. We are considering now degrees of 
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brittleness in plastics, whereas in steels and 
other metals it is only necessary to know 
whether or not they are brittle by this test. 
Thus in metals the error due to throwing the 
specimen is a small percentage of the total 
value and something that we can afford to 
neglect. Captain Hollomon remarked also that 
it does not make much difference whether 
it is 2 or 4 ft-lb. when a metal is brittle. 
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There is another side of this problem, already 
introduced by Colonel Cox, concerning funda- 
mentals. The impact test is considerably more 
complex than the tensile test and we do not 
understand all the phenomena of tensile rup- 
ture. We can hardly expect then to explain 
fully the impact test. Once tensile rupture is 
understood, however, interpretation of the 
impact test should not be too difficult. 


Conditions of Fr 


acture of Steel 


By J. H. Hottomon* anp C. ZENER,+ JuNIOR MemBers A.I.M.E. 


(Chicago Meeting, 


It Is commonly recognized that a given 
material may be described as ductile or 
brittle only with reference to the conditions 
of test. Thus under the usual test conditions 
quartz is brittle, but under high pressures 
it is ductile. Salts that are brittle at room 
temperature become ductile at elevated 
temperatures. Pitch, brittle with respect 
to rapid loads, flows at low rates of loading. 
Pearlitic steel, ductile under the usual 
conditions of test, may be embrittled under 
the proper conditions of combined stresses, 
temperature, and rate of loading. 


EARLIER INVESTIGATIONS 


A clear analysis of the conditions neces- 
sary for plastic flow and for fracture was 
first given by Ludwik,! who introduced two 
types of stress, the “flow stress’’ and the 
“stress at fracture.’’ These stresses may 
refer to tensile or to shear stresses, or, in 
fact, to any type of stress. Ludwik con- 
sidered these two stresses to be independent 
of one another, functions of the conditions 
of test and of the prior history of the 
material. For the purpose of analysis, 
both a flow stress and a stress at fracture 
can be envisaged as functions of strain over 
the entire range from zero to infinite strain. 
Thus, the material is brittle if the stress 
at fracture is less than the flow stress and 
ductile if the reverse is true. 

According to Ludwik’s analysis, the 
problem of determining the effects of com- 
bined stresses, of temperature and of strain 
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rate upon the behavior of metals reduces 
to a problem of determining the effect 
of these variables upon the flow stress and 
upon the stress at fracture. In the present 
paper, methods are described for deter- 
mining the effects of two of these variables, 
temperature and strain rate, and examples 
are given of the dependence of tlow stress 
and stress at fracture, upon these two 
variables. The effect of combined stresses 
will be discussed in a succeeding paper. 

The flow stress may be determined from 
a load-diameter curve. Load-diameter 
curves were obtained over a wide range of 
temperature and over the limited range 
of strain rates obtainable with the lever- 
type Riehle machine used. The curves were 
then converted to an extremely wide range 
of strain rate by making use of the equiv- 
alence of the effects of changes in strain 
rate and changes in temperature, previously 
proposed? and demonstrated* by the 
authors. According to this principle of 
equivalence, strain rate € and temperature 
T affect the flow stress only through a 
single parameter p of the form: 


p= €eQ/RT [x] 


In this equation, R is the gas constant 
(2 cal. per gram mol per deg. C.), and Q is 
a heat of activation, which varies from 
material to material, and may depend 
upon the strain, but not upon the strain 
rate or the temperature. There is associated 
with every value of p a flow-stress curve. 
Combinations of strain rate and of tem- 
perature that give the same p have the 
same flow-stress curve. Therefore, merely 
by changing the temperature of test, the 
effect of changing the strain rate may be 
obtained. Thus, under isothermal condi- 
tions, the material will behave the same at 
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the temperature 7, and strain rate €, as 
at room temperature 7, and an equivalent 
strain rate defined by the following 
equation: 


Equivalent strain rate = €¢@/PT/e0/RTr [2] 


Since a lowering of temperature by 50°C. 
is equivalent to an increase of strain rate 
of at least tooo fold, the principle of 
equivalence furnishes a tool for finding 
the effects of very high strain rate upon the 
flow stress. For each material, preliminary 
tests over a range of strain rates must be 
made in order to determine the heat of 
activation Q, which relates quantitatively 
the effects of strain rate and temperature. 
The precise manner in which the stress S 
varies with the parameter p appears to be 
given by the following equation: 


Spe [3] 


where the exponent 7 is some small number. 

A small variation in material results in a 
larger variation in fracture strength than 
in the flow stress. It is, therefore, more 
difficult to establish the equivalence 
principle for the stress at fracture than for 
the flow stress. In the analysis of this paper, 
it will be assumed that the same equiva- 
lence holds for both types of stresses. The 
stress at fracture is not obtainable as a 
function of strain by a single tensile test as 
is the flow stress. Such a test gives only 
the stress necessary for fracture at one 
value of the strain; namely, the final 
strain. It does not show how the stress at 
fracture varies with deformation, or what 
is the stress at fracture of the undeformed 
material. 

By a technique first used by Kuntze,‘ 
McAdam® has attempted to measure the 
effect of deformation and combined stress 
on the fracture strength. McAdam meas- 
ured the tensile properties of several metals 
notched at various depths and angles. The 
amount of deformation before fracture and 
the stress distribution thus were varied. 

As pointed out by Sachs,® the analysis 
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made by Kuntze and used by McAdam 
of the stresses at the base of sharp notches 
is open to question. Furthermore, Kuntze 
and McAdam have assumed that the frac- 
ture stress can be obtained by dividing the 
final or breaking load by the final area. 
This method of determining the fracture 
stress tacitly assumes that the stress across 
the notched section is uniform. This 
assumption has little basis in fact and 
becomes less and less valid as the deforma- 
tion before fracture becomes small. In the 
light of these objections to the notched-bar 
method of obtaining the effect of prior 
deformation on the fracture strength, an- 
other technique has been used in the 
present-study. Certain classes of steels are 
brittle at the temperature of liquid 
nitrogen. For these steels, the effect of a 
prior deformation upon stress at fracture 
was found by first deforming a set of 
specimens by various amounts at room 
temperature, then lowering the tempera- 
ture to that of liquid nitrogen and pulling 
to fracture. 


MATERIALS 


The steel used in this investigation was 
the same as that previously described.® 
Small specimens. (5g-in. rounds) were 
machined from a large centrifugal casting 
of the approximate composition: C, 0.25 
per cent; 5, 0.023, P\.0.055 Si, 6:4, Grrose 
Mo, 0.5; V, 0.1. These were heat-treated 
in two groups: one group was air-cooled 
and the other water-quenched after holding 
at goo°C. for one hour. After this treat- 
ment, specimens from each group were 
tempered to two yield strengths: approxi- 
mately 100,000 lb. per sq. in. and 130,000 
Ib. per sq. in. (at a strain of o.o1 and 
at a strain rate of 10-4 sec.-! at room 
temperature). 

This steel was of such hardenability 
that the 5g-in. rounds transformed com- 
pletely to martensite upon water quenching 
and upon air quenching transformed to 
pearlite and proeutectoid ferrite. The 
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subsequent tempering resulted in slight EXPERIMENTAL TECHNIQUE 
spheroidization of the carbide lamellae in The method of automatically recordi 
the air-cooled specimens and in a struc- the information necessary for Cee 
ture having spheroids of carbide embedded lation of stress-strain curves over a cae 
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Fics. 1 AND 2.—TEMPERED STEEL AT 100,000 POUNDS PER SQUARE INCH YIELD STRENGTH (AT 
STRAIN OF 0.01). X 1000, NITAL ETCH. 
Fig. 1, pearlitic; Fig. 2, martensitic. 
of temperature and strain rates has been 
discussed in detail in a previous paper.* 
Briefly reviewed, this method consists in 
the conversion of the diameter changes and 
of the load into elastic strains in certain 


in a matrix of ferrite in the water-quenched 
specimens. Typical photomicrographs of 
the specimens heat-treated to 100,000 lb. 
per sq. in. yield strength are presented as 
Figs. 1 and 2. 
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elastic elements, and then into changes in 
resistance of elastic strain gauges attached 
to these elements. The changes in resist- 
ance are converted, by an electric circuit, 
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Fic. 4. 
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thereby gives a permanent record of the 
load-diameter curve. Load-diameter curves 
were obtained in this manner at various 
strain rates and at temperatures down to 
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Fics. 3 AND 4.—TYPICAL LOAD DIAMETER CURVES. 


Fig. 3, room temperature; Fig. 4, minus 130°C. 


into a deflection of the beam on the screen 
of a cathode-ray oscillograph, the hori- 
zontal axis corresponding to diameter 
changes, the vertical axis to load. A time 
photograph of the oscillograph screen 


—r190°C. (typical examples are presented 
as Figs. 3 and 4). At the very low tempera- 
tures, (below —70°C.), it was not feasible 
to vary the strain rate. At these lower 
temperatures, an uncertainty in tempera- 
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ture of a few degrees centigrade is re- 
flected in changes of mechanical properties 
large compared with the possible variation 
that can be obtained by the range of strain 
rates possible in the Riehle type machine 
that was used. The actual strain rates 
referred to in this paper have been arbi- 
trarily taken to be the head speed of the 
Riehle machine divided by the uniform 
gauge length of the specimen (1.4 in.). 
Since the strain rate varies as plastic 
deformation, and local necking occurs, 
these values are used only for purposes of 
comparison. 


RESULTS AND DIscussION 


Tempered Pearlitic Steel 


The results of the experiments on the 
specimens that were air-cooled and tem- 
pered to approximately 100,000 lb. per 
sq. in. yield strength are presented in 
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yield and fracture strengths are plotted 
in Fig. 5 as a function of the logarithm 
of the equivalent strain rate. The value 
of r in Eq. 3 for the yield strength is 
0.008. As the equivalent strain rate is 
increased, the fracture strength increases 
very slowly at first and then decreases 
sharply. At an equivalent strain rate of 
about ao!” sec.-!, the yield strength 
becomes equal to the fracture strength, and 
the ductility as measured by the reduction 
of area is consequently equal to zero. Since 
the sharp decrease in fracture strength 
occurs in the same range of equivalent 
strain rate as the decrease in reduction of 
area, it is inferred that the two effects 
are related. 

Since the steel whose properties are 
described in Table 1 breaks with very 
little reduction of area at —190°C., the 
effect of prior deformation may be deter- 
mined by deforming specimens by various 


TABLE 1.—Tempered Pearlite 
YIELD STRENGTH, 100,000 PoUNDS PER SQUARE INCH 


ee 


» aoe er a itee, Meee Petniaee "Heat-treatment: 54 Rounds Air-cooled from 
Deoxidation 1625°F. Drawn at 1205 F: for 3 Hr: 
Forming, Centrifugal Casting oo 
) Yield St th / 
| Yue! reng : 
| at Plastic Ceneet Strain 
Tem- | Strain Type Strain | Frac- Ep,° |R. A.,| Type of 
perature,| Rate $-S | ture Lb. per| Per Frac- 
4 | 
Deg. C. | X I0 Curves) of of |Load| Load Stress ze = a Sq. In.} Cent | ture 
| »|9 Ol or/Orig.| Act S E 
pe-OoE .Y.P.| Area| Area T'S: | Bos: /Y.P:B. 
20 s.2 R | 96 100.5 |114.4] 131.5 | 191 0.14/0.756 100 | 53.0 (Oa? 
20 18 R 99 103.0 |121.0| 136.0 | 194 0.13/90 706 roo | 50.8 Lom Y 
—II 84 R | ror | 105.0 {122.0} 136.0 | 197 0.120.734 100 | 52.0 CGP 
—60 S| ? : 106 | I10.0 |130.0) 158.0 | 201.5 | 0.190.622 ? 1o5 | 46.4 | Trans 
—66 84 DD } 109 114.0 |I31.0) 160.0 | 203.5 | 0.200 648| <o.o1| 110 | 47.2 | Trans 
—130 84 D : 122 | 126.0 |138.0| 152.0 | 204.0 | 0.12.0.58 | <0.0I/} I10 | 43.0 Trans 
—170 84 D 159 159.0 |163.8| 184.5 | 225.0 | 0.12,0.524/ 0.02) I10 40.1 | Trans 
—190 18 Da xe) 176.7 194.7 ie O75 7.0 i a 
l 


@ R, rounded—no drop in load at yield. D, drop in load at yield. All stresses 1000 lb. per sq. inch. 
b By the method employed. Difficult to determine accurately. 


¢ Ep is the slope of the strain-hardening curve. 

4 See Fig. 8. 
Table 1. The constant Q was determined 
from the yield-strength values of the tests 
performed at several strain rates at the 
three highest temperatures. Using this 
value of the heat of activation (10,000 
cal. per gram cal.), the logarithms of the 


amounts at room temperature and then 
breaking them at —190°C. The effect of 
prior deformation on the fracture stress 
of the specimens broken at —190°C. is 
plotted in Fig. 6. With increasing deforma- 
tion, the stress necessary for fracture 
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increases markedly for this pearlitic steel. 
This increase in fracture strength with 
increasing deformation can be at least 
qualitatively interpreted by the micro- 
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to be primarily associated with the carbide 
lamellae. The reorientation of these carbide 
lamellae during deformation results in a 
smaller effective cross section of cracks 
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STRESS (100,000 PSI ) 


1o+4 108 
EQUIVALENT STRAIN RATE 
Frc. 5.—TENSILE PROPERTIES OF A PEARLITIC STEEL AS FUNCTION OF STRAIN RATE AND OF 
TEMPERATURE. 
Yield strength, 100,000 Ib. per sq. inch. 


scopic crack concept suggested in a pre- 
vious paper.” It was postulated that the 
fracture strength of metals in tension was 
determined by the average dimension of 
some inhomogeneity (crack) in a plane 
perpendicular to the applied stress. For a 
pearlitic material, the cracks are assumed 
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perpendicular to the direction of applied 
stress and therefore to an increase in frac- 
ture stress. The concept of reorientation 
of microscopic cracks has already? been 
used successfully in interpreting the effect 
of a pre-twist upon lowering the fracture 
strength in tension. 
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In the experiment just described, the 
fracture strength was measured as a func- 
tion of deformation at a very high equiva- 
lent strain rate. It would be difficult to 
separate experimentally the effects upon 
fracture strength of deformation and of 
equivalent strain rate. Until evidence to 
the contrary is obtained, therefore, it is 
better to make the reasonable assumption 
that these two effects of deformation and 


of equivalent strain rate are independent 


and therefore additive. Using this assump- 
tion, the fracture strength of the unde- 
formed metal may be obtained as a function 
of the equivalent strain rate in the follow- 
ing manner: For each value of the equiva- 
lent strain rate, the reduction of area may 
be obtained from Fig. 5, and its effect in 
increasing the fracture strength determined 


‘from Fig. 6. The fracture strength of the 


undeformed metal is then determined as 
a function of equivalent strain rate alone 
by subtracting from the observed fracture 
stress the increase in stress brought about 
by deformation. The variation of the frac- 
ture strength of the undeformed steel with 
equivalent strain rate is plotted as the 
dashed line in Fig. 5. The logarithm of the 
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fracture strength of the undeformed metal 
(actually at a strain of 0.01) increases 


STRENGTH (1000 PS.1.) 


FRACTURE 


10 20 30 40 
PRIOR REDUCTION OF AREA (PERCENT) 


Fic. 6.—EFFECT OF PRIOR DEFORMATION 
ON FRACTURE STRESS AT MINUS 190°C., AIR- 
COOLED STEEL. 


linearly with the logarithm of the equiva- 
lent strain rate but less rapidly than the 


TABLE 2.—Tempered Pearlite 
YieLp STRENGTH, 130,000 PouNDS PER SQUARE INCH 


Deoxidation: 
Vanadium 


Yield pees Tensile 
ati astic St ren gth 
Tem- | Strain y ? Strain 
perature,| Rate | ¢s 
Deg. C. | X 104|Curvea 
20 252 R 119.0] 128.5 |145.4| 162 
20 | 18 R 123.0] 131.0 |141.0] 157 
20 84 R 124.0] 132.0 |143.0 158 
—12 | 84 R 125.0] 134-5 |144.6| 162 
—65 2. 2 R 131.0] 139.5 |I51.0] 169 
—65 | 84 R 134.0] I41.0 |155.0| 171 
—97 | 84 R 137.0] 145.0 |158.2| 173 
—140 | 84 R 160.5 ae 
—170 | 84 R 180.0 -0 


eR, sia ie orks 2 aie at 
+ By the method employed. i 
e E, is the slope of the strain-hardening curve. 


2 See Fig. 8 


yield. All stresses 1000 Ib. per sq. inch. 
Difficult to determine accurately. 


Steelmaking: Electric Furnace: 


Heat Treatment: 1625°F. Air-cooled. 
Drawn at 1112°F. 54-in. Rounds 


Forming: Centrifugal Casting 
ee te ee 


Strain 
Frac- Type of 
Tac- 
ture? 
207.0 |O.115|0 4 | Trans 
204.0 |0.105|0 5 | Trans 
210.0 |O.115|0 6 | Trans 
213.0 JO.115|0 2 | Trans 
217.0 |0.I15|0 3 | Trans 
219.5 |0.110|0 8 | Trans 
221.0 |0.09 |O 5 | Trans 
173-5 2 are 
180.0 aC. 
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yield strength (also at a strain 0.01). examples of which are to be found in the 
Brittle failure occurs when the yield  literature.? After the maximum load is 
strength becomes equal to the fracture reached, the stress (load divided by actual 
strength of the undeformed metal. area) is a linear function of the strain 
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—— FLOW CURVES 
~—-FRACTURE CURVES 


(BOTH CURVES RISING WITH 
INCREASING STRAIN RATE) 


STRAIN 


Eire 7.—EFFECT OF INCREASING STRAIN RATE OR DECREASING TEMPERATURE ON TENSILE PROPER- 
TIES OF A PEARLITIC STEEL. 
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Fic. 8—TvPES OF FRACTURES OF TEMPERED PEARLITIC STEEL AT VARIOUS TEMPERATURES OR 
STRAIN RATES. 


A schematic representation of the effect (logarithm of the ratio of the original area 
of strain rate on the tensile properties of a to the actual area), The slope of this 
pearlitic steel is presented as Fig. 7. Curve 1 _ portion of the stress-strain curve is referred 
is the typical stress-strain curve, many to as the strain-hardening modulus. Curve 
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B is the fracture strength curve which 
rises with reduction of area in accordance 
with Fig. 5. As the strain rate is increased, 
the flow (1, 2, 3) and the fracture-strength 


increased, the fracture strength first in- 
creases and then decreases and the ductility 
decreases continuously (locus of fractures). 
As the equivalent strain rate increases, the 


REDUCTION OF AREA (PERCENT) 
w 
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STRESS (100,000 PS!) 


4 Ome 0 108 10 10" 10° 
EQUIVALENT STRAIN RATE (SEC) 
Fic. 9.—TENSILE PROPERTIES OF A PEARLITIC STEEL AS FUNCTION OF STRAIN RATE AND OF 
TEMPERATURE. 
Yield strength, 130,000 lb. per sq. inch. 


curves (A, B, C) rise and the strain- 
hardening modulus increases slightly. Brit- 
tle failure occurs when the elastic line E 
intersects the fracture strength of the 
undeformed metal D.* As the strain rate is 


eras 
* The slope of the elastic line has been ex- 
aggerated for purposes of illustration. 


type of fracture also changes from a ductile 
cup-cone type through transverse to the 
brittle or crystalline type. These various 
types of fractures are illustrated in Fig. 8. 

This discussion has been limited to the 
effect of equivalent strain rate on the 
isothermal properties of the pearlitic steel, 
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since the technique utilized in this in- 
vestigation imposes essentially isothermal 
conditions. The independent effect of the 
strain rate in changing the deformation 
from essentially isothermal to essentially 
adiabatic has been discussed in a previous 
paper.’ This second effect is particularly 
large at low temperatures, where the shape 
of the adiabatic stress-strain curves is 
radically different from that of the iso- 
thermal curves. 
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(under normal test conditions). As the 
strength of the steel is increased (by heat- 
treatment) the fracture strength increases 
less rapidly than the yield strength, 
therefore brittle failure should occur at.a 
higher temperature. The significance of the 
small separation between the yield strength 
and fracture strength of the undeformed 
metal in relation to the brittle failure in 
impact is the subject of a later paper.’ 
Suffice it to say that in the notched-bar 


TABLE 3.—Tempered Martensite 
YIELD STRENGTH, 100,000 POUNDS PER SQUARE INCH 


a 


atgitgtel ns pieelena king: Ble oe Heat-treatment: 5e-in. Rounds. Water- 
Deoxidation: Fe 
Vanaduim quenched from aes Ee for 3 Hr. 
Forming: Centrifugal Casting cai lgtaties 
Yield Strength ‘ 
T at Plastic Siena Strain 
Tem- |Strain Bh Strain Frac- Ep, | R. A.,| Type. of 
perature,| Rate | gi K ture Lb per| Per Frac- 
eg. x I04 Cuevas of Teed apne Stress Sq. In.} Cent ture? 
o.co1| 2-94 oF | Orig.| “Act 1 %8.| FS. \V.PE 
L.Y.P.| Area] Area hay etek Bean 
20 2.2 R 97 | 104.0 |II5.I| 134.5 | 200.0 |o.112/0.770 I0o | 54.8 Cz 
20 | 18 R Ior | 107.5 |119.2| 132.0 | 219.0 |0.108/0.900 195 | 59.4 C.P: 
20 84 R 104 | 110.0 |122.3| 131.0 | 220.5 |0.095|/0.860 I1o | 58.1 C:P 
—1I4 | 18 D 105 | 112.0 |125.1| 140.0 | 217.0 |O.115/0.780| 0.01 IIo | 54.0 CeR3 
—65 2.2 D I16 | 121.0 |138.3] 169.5 | 241.0 |0.202/0.830] 0.01 IIs | 56.4 Star 
—70 84 D I18 | 125.0 |139.0| 162.0 '| 222.0 |0.151/0.656} 0.01 115 | 48.1 Star 
—130 18 D 135 | 135.0 |145.8] 170.0 | 232.5 |0.1500.745| 0.02 Tiss) S25 Star 
—170 | 84 D I50 | 150.0 |156.9| 179.0 | 245.0 |0.130,0.656|] 0.02 120 | 48.1 | Trans 
—190 | 18 D 265 .0° 42.0 | Trans 


a2 R, rounded—no drop in load at yield. D, drop in load at yield. All stresses 1000 lb. per sq. inch. 


+’ By the method employed. Difficult to determine accurately. 


¢ E> is the slope of the strain-hardening curve. 
4 See Fig. 12. 
¢ Other data not recorded. 


The results of the experiments on the 
specimens that were air-cooled and tem- 
pered to 130,000 lb. per sq. in. yield 
strength are presented in Table 2 and as 
Fig. 9. The fracture strength of the unde- 
formed metal has been obtained in the 
manner described above and is also plotted 
in Fig. 9. The brittle failure of this steel 
occurs at a lower equivalent strain rate 
(10! sec.—!) or at a higher temperature than 
that of the steel heat-treated to the lower 
strength. Brittle failure occuts at a lower 
equivalent strain rate (or higher tempera- 
ture) primarily because of the smaller 
separation between the yield strength and 
fracture strength of the undeformed metal 


impact test the separation of yield and 
fracture strength is decreased by virtue 
of the increased strain rate and the 
transverse constraint imposed by the notch. 
This decrease in separation between the 
yield and fracture strengths raises the 
temperature of brittle failure very nearly 
to room temperature. Small differences in 
the separation between the yield strength 
and the fracture strength of the unde- 
formed metal will be reflected in ‘rather 
large differences in the temperature at 
which brittle failure occurs. The less the 
separation, the higher will be the tempera- 
ture of brittle failure and the greater the 
separation, the lower it will be. 
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Tempered Martensitic Steel 
The results of the experiments at the 
two strength levels of this type of steel 
are presented in Tables 3 and 4 and in 
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STRESS (100,000 PSI) 
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quently becomes smaller. The logarithm 
of the yield and fracture strengths increases 
linearly with the logarithm of the equiva- 
lent strain rate to about 10? sec—! (or to 


10 102 
EQUIVALENT STRAIN RATE (SEC™) 


Fic. 10.— TENSILE PROPERTIES OF A TEMPERED MARTENSITIC STEEL AS FUNCTION OF STRAIN RATE 
AND OF TEMPERATURE. 
Yield strength, 100,000 Ib. per sq. inch. 


Figs. 10 and 11. As the strength increases, 
the separation of the yield and fracture 
strengths under the normal test conditions 
(z0-4 sec.-!) decreases and the ductility 
as measured by reduction of area conse- 


about —70°C.). The fracture strength, 
however, rises more rapidly than the yield 
strength (at both strength levels) and the 
reduction of area increases slightly. At 
an equivalent strain rate of about 10? getia: 
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the dependence of both yield and fracture 
strength on equivalent strain rate changes 
discontinuously. This change is such, how- 
ever, that the yield and fracture strengths 
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both must change. A change in Q would of 
course introduce a change of coordinates 
of Figs. ro and 11. This abrupt change is 
associated with a sudden change of type 
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continue to rise at very nearly the same 
relative rate, and therefore the ductility 
can at most change very slowly. This dis- 
continuous change with increasing equiva- 
lent strain rate necessitates that r or Q or 


10!'2 10 '6 
EQUIVALENT STRAIN RATE (SEC~) 
Fic. 11.—TENSILE PROPERTIES OF A TEMPERED MARTENSITIC STEEL AS FUNCTION OF STRAIN RATE 
AND OF TEMPERATURE. 
Yield strength, 130,000 lb. per sq. inch. © 
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of fracture, but the mechanism of the 
change is at present unexplained. The 
authors have arbitrarily assumed Q to be 
constant, in order to illustrate the general 
behavior. 
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The slight decrease in ductility at high 
equivalent strain rates is due primarily 
to the slight decrease in the separation of 
the yield and fracture strengths and to an 
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for fracture of this tempered martensitic 
steel. Because of the spheroidal nature 
of the carbides of this structure, deforma- 
tion will not result in an orientation of 
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CUP—CONE 


xX3.5 X35 
STAR TRANSVERSE 
FIBROUS 


Fic. 12.—TYPES OF FRACTURES OF TEMPERED MARTENSITE STEEL AT VARIOUS TEMPERATURES OR 
STRAIN RATES. 


increase in the strain-hardening modulus 
(slope of the linear portion of the flow 
curve). There is no evidence of any effect 
of prior deformation on the stress required 


the carbide particles. Thus, the average 
dimension of the particles in a plane 
perpendicular to the applied stress does 
not change with deformation; therefore 


TABLE 4.—Tempered Mariensite 
YIELD STRENGTH, 130,000 PoUNDS PER SQUARE INCH 


WeSnidaton® Steelmaking: Electric Furnace Heat-treatment: Water-quenched from: 
VERT a 1625°F. Drawn pee 3 Hr. at 1265°F. 5-in. 
Forming: Centrifugal Casting ounds 
| Yield Strength . 
at Plastic a Strain 
Tem- | Strain et Strain Frac- | Bp,¢ |R. A.,| Type of 
perature,| Rate Ss | ture |Lb Per| Per Frac- 
Deg. G. | X 10 arcs pe = Pendle Stress m « a Sa. In.| Cent ture 
p| 9-01 or | Orig.| Act. T.S.| F.S.|Y.P.E.| 
0.001" | L.Y.P.| Area| Area . 
20 2.2 R 131.0} 136.3 |145.0| 168.0 | 226.5 |0.145/0.708 R_ | 100.0} 50.8 GPs 
20 18 R 133.0] 138.0 |146.0| 164.5 | 230.4 /0.125/0.706 R 110.0] 50.8 C.P: 
20 84 R I35.0| 142.0 |148.8| 167.0 | 232.7 0.110/0.656 R_ | 120.0] 49.4 GzP: 
—12 2.2 R 134.0} 140.0 |147.0| 161.5 | 228.0 |0.080)0. 690) R 110.0, 49.9 GP. 
—12 84 R 137.0| 144.0 |150.3} 166.0 | 221.0 |0.095 0.660) | 110.0] 45.1 GiP: 
—70 7.2 ra 142.0] 147.0 |160.0] 189.0 | 248.0 0.160/0. 628) | 110.0| 47.2 C. Star 
—70 84 ? 146.0] I5I.0 |163.0| 192.0 | 246.0 |0.170 0.648) | I10.0| 47.7 C. Star 
—140 | 84 D 167.0} 167.0 |176.4| 197.0 | 253.0 om oe On25 |) LL0). 0) 46).4 C. Star 
| app. 
—180 | 84 D 179.0| 179.0 |184.0) 211.9 | 268.0 j0.110 0.584|/ 0.015 II0.0| 44.4 C. Star 
Pe 


a R, 
b By the method : i 
¢ Ep is the slope of the strain-hardening curve. 


4 See Fig. 12. 


rounded—no drop in load at yield. D, drop in load at yield. All stresses rooo lb. per sq. inch, 
employed. Difficult to determine accurately. 
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the fracture strength should not depend 
upon the prior deformation.* 

Even at high actual strain rates or very 
low temperatures, these steels should not 
break brittlely. The type of fracture does, 
however, change as the equivalent strain 
rate increases (as temperature decreases). 
At about 10? sec.—!, the fracture changes 
abruptly from a cup-cone to a star type, 
and as the equivalent strain rate is further 
increased the fracture transforms gradually 
to a transverse-fibrous type. These frac- 
tures are illustrated in Fig. 12. 


CONCLUSIONS 


1. The flow stress and fracture strength 
have been obtained over a wide range of 
temperature and of strain rate for both 
pearlitic and a tempered martensitic steel 
at two stress levels. 

2. The effect of deformation upon 
fracture strength has been obtained for a 
pearlitic steel. 

3. The observations indicate that de- 
formation has a negligible effect upon the 
fracture strength of the tempered martensi- 
tic steel. 

4. The anomalous effect of deformation 
upon the fracture strength of a pearlitic 
structure may be interpreted as due to a 
reorientation of the carbide lamellae. 

5. The phenomenon of fracture is 
readily understood in terms of the concept 
of a flow stress and a stress at fracture first 
introduced by Ludwik. 

6. In the yield-strength ranges of the 
steels examined, only the pearlitic steels 
were brittle at high strain rates and at low 
temperatures. 
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DISCUSSION 


R. H. Hever,* Middletown, Ohio.—Of the 
three important tests using notched samples, 
the notched-bar fatigue test and the notched 
tensile test are gaining in recognition and are 
being developed into useful tests, while little 
progress is being made in improvement of the 
notched-bar impact test. 1 

It is possible that the notched tensile test 
may become more widely used than the 
notched-bar impact test because it measures 
notch brittleness under more favorable con- 
ditions and gives an answer in pounds per - 
square inch average stress and percentage of 
reduction of area rather than in energy units, 
which are not readily interpreted and cannot 
be converted to sections of other sizes or 
shapes. 


* Research Laboratory, American Rolling 
Mill Company. 
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DISCUSSION 


The notched tensile test also has its limita- 
tions in this respect and the conditions under 
which a cohesive strength limit are determined 
should always be stated. Present-day accept- 
ance of these tests varies from the following 
statement of Hollomon and Zener, “‘ . any 
deductions regarding fracture stress must be 
regarded with suspicion if based upon notched 
bars,” to McAdam, who is extracting all 
possible nutriment from the notched ten- 
sile test, and, I believe, is making vitamin 
injections. 

The principal criticisms of the notched 
tensile test are centered about the inde- 
terminate state of stress in the test section and 
the devious extrapolations often applied to 
the data. For practical applications, it should 
not be necessary to attempt to determine a 
true cohesive limit by extrapolation to zero 
notch angle and zero area ratio. 

In our experience, it has become apparent 
that much useful information can be gained by 
using a single notch angle and root radius at 
three or four notch depths. While it is too early 
to suggest standardization of any particular 
test procedure, the great advantage of such 
standardization should not be overlooked. 

We are using a 60° notch, which has merit 
from the standpoint of machinability and has 
been the most generally used of all notch 
angles in reported investigations. The critical 
feature in preparing the sample is, of course, 
the root radius. We have not been successful 
consistently in producing sharp notches by 
Gensamer’s file method, or in any other 
manner. Furthermore, it has become clear 
that a small root radius that relieves local 
stress concentration is advantageous. By 
lapping a high-speed tool bit to a sharp point, 
using metallographic polishing papers and 
then relieving the point slightly, steels up to 
350 Brinell can be machined with a 60° notch 
having a root radius close to 0.001 in. The 
work is flooded with a good cutting oil during 
notching. The notch is then lapped, using a 
human hair and a thick paste of levigated 
alumina in liquid soap. Blond hairs can be 
selected at diameters between 0.0015 and 0.002 
in. The lapping operation produces a smooth, 
polished notch with a root diameter of about 
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0,003 in. or a root radius of 0.0015 in. The 
contours of the tool bit and the notch are 
checked by shadow-picture methods at 50 
times magnification using a metallurgical 
microscope. é 

We believe that the use of some form of 
lapped notch with a reproducible root radius 
would greatly improve the reliability of notched 
tensile tests and make it possible to compare 
results of’all investigators. 


J. H. Hottomon and C. ZENER (author’s 
reply).—The elucidation of the philosophy of 
the notched-bar test would require more 
information and more space than is available 
at this time. No test should be performed solely 
for the sake of performing it. First, it must be 
determined what is to be measured, and, when 
this has been decided, the test should be chosen 
or designed that will measure the desired 
quantities. The quotation of Mr. Heyer from 
our paper should be carefully examined. It is 
significant that we stated that deductions re- 
garding the fracture stress must be viewed with 
suspicion. The complexity of the stress distri- 
bution and the difficulty of obtaining an exact 
knowledge regarding the path of the deforma- 
tion restrict the interpretation of the average 
yield stresses or average fracture stresses 
measured in notched-bar tests. Other quanti- 
ties, such as the temperature of brittle frac- 
ture of the relative energy absorbed, may be 
semiquantitative or at least qualitatively 
interpreted. 

It is believed that frequently the interpreta- 
tion of the results of notched-bar tests is car- 
ried to an unreasonable extent. A discussion of 
the significance and interpretation of the’ 
notched-bar impact test is given by one of the 
authors beginning on page 298 of this volume. 
This presentation emphasizes that any such 
test must be interpreted in terms of the funda- 
mental variables affecting the mechanical 
properties of metals. No other interpretation 
can be effective. 

The suggestions regarding the production of 
very sharp notches are extremely interesting 
and should prove valuable to those interested in 
performing notched-bar tests. 


The Notched-bar Impact Test 


By J. H. Horttomon,* Stupent Associate A.I.M.E. 


(New York Meeting, February 1944) 


THE interpretation of notched-bar im- 
pact results has been a matter of contro- 
versy since the introduction of more or less 
standard tests by Fremont,! Charpy” and 
others at the turn of the century. Many 
investigators*!! have contributed to the 
understanding of the significance of such 
tests. Several symposiums!”!* have been 
held with the express purpose of discussing 
the significance and interpretation of the 
impact tests. It is not the purpose of this 
paper to review all these contributions to 
the development of the knowledge on this 
subject, but rather to present an interpreta- 
tion of notched-bar impact tests that ap- 
pears to be in agreement with the available 
published data. 

Fundamentally, the interpretation dis- 
cussed in this paper of the brittle failure 
of some steels in notched-bar impact test 
is similar to the qualitative analysis pre- 
sented by Ludwik® in the 1920’s. Essen- 
tially, Ludwik stated that the function of 
the notch was to increase the tensile stress 
necessary for yielding, and that brittle 
failure occurred when the stress necessary 

The statements or opinions in this article are 
those of the author and do not necessarily 
express the views of the Ordnance Department. 
Published by permission of the War Depart- 
ment. Manuscript received at the office of the 
Institute Oct. 7, 1943. Issued as T.P. 1667 in 
METALS TECHNOLOGY, April 1944. 

The description of the data upon which the 
interpretation presented in this paper is based 
is contained in a paper by J. H. Hollomon and 


Clarence Zener,'® which has not yet been 
published. 


* Captain, Ordnance Department, U. S. 
Army, Watertown Arsenal, Watertown, 
Massachusetts. 


1 References are at the end of the paper. 


for yielding exceeded the normal stress 
required for fracture (with no plastic de- 
formation). Ludwik, however, had' no 
means of measuring this normal stress 
necessary for failure of a plastically* 
undeformed metal, therefore he could not 
extend his interpretation beyond the quali- 
tative stage. Kuntze! and recently Mc- 
Adam}* attempted to determine the effect 
of deformation on the stress necessary for 
fracture by testing, in tension, specimens 
notched to various depths and angles. 
Because of the uncertainties in Kuntze’s 
(and McAdam’s) analysis of the stresses 
(which have been pointed out by Sachs!*®) 
and the inherent nonuniformity in the 
stress distribution in notched bars, the 
results of such investigations are difficult 
to interpret. A more direct method of 
measuring the effect of deformation on the 
fracture stress was suggested in previous 
papers!’—!§ and has been utilized in the 
present investigation. 

The present paper concerns itself pri- 
marily with the behavior of notched im- 
pact specimens. The effects of strain rate, 
temperature, and stress distribution, which 
are discussed with reference to the impact 
specimen, apply just as well to the behavior 
of metal at the bases of notches in any 
engineering structure. All that is necessary 
is to determine the stress distribution in 
the structure at the base of the notches. 


* Throughout this paper ‘‘fracture strength 
of the undeformed metal’’ refers to a metal 
plastically undeformed or plastically deformed 
to a very small strain. 
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An impact specimen may be considered 
nothing more than a simple engineering 
structure. 

The purpose of the present study is 
accomplished by correlating the results of 
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NOTCHED-BAR SPECIMENS 
State of Stress 


The distribution of stresses in notched 


bars has been discussed in some detail by 


Fic. 1.—VARIATION OF STATE OF STRESS ACROSS NOTCHED CYLINDER IN TENSION. (After Gensamer®.) 
X, = longitudinal stress. 


Y, = radial stress. 


Zz 


U;, 


Hono 


the impact tests with those of tensile tests 
obtained at various low temperatures and 
high strain rates. Tensile results of two 
steels are used simply as examples to illus- 
trate the effects of the variables of impact 
tests. Before correlation of these tensile 
and impact properties is possible, it is 
necessary, however, to review briefly the 
distribution of stresses at the bases of 
sharp notches. 


transverse (or circumferential) stress. 
shear-strain energy. 


Neuber!? (circular bar with hyperbolic 
notches), by Frocht”® (circular bars with 
U-shaped notches), by Coker and Filon”! 
(square bars with V and keyhole notches), 
and by McAdam and Mebs.?* The state of 
stress below a notch in a cylindrical test bar 
under tensile stress is described schematic- 
ally in Fig. 1. In this figure, X~ refers to 
the longitudinal tensile stress, which is 
maximum at the base of the notch; Z,— 
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refers to the circumferential (tangential) 
stress; and Y, refers to the radial stress, 
which must necessarily be zero at the sur- 
face of the notch. The state of stress 
described in this figure for a- cylindrical 
notched bar in tension is similar to that 
found just below the center of the notch 
in bending.® 

According to the Von Mises viewpoint 
(p. 10 of ref. 24), yielding occurs when 
the shear strain energy is equal to a critical 
value. The shear-strain energy is given by 
the following relation: 


U, = [(Xz — Y,)?+ (Y, — Z,)? 
+ (Z, — Xz)*%|/12G_ [1] 


where X,, Y,, and Z, are the three principal 
stresses and G, the modulus of rigidity. The 
variations of shear-strain energy with 
depth below the notch is also represented 
schematically in curve U,, Fig. 1. Accord- 
ing to the Mohr viewpoint (p. 11 of ref. 
24), yielding occurs when the maximum 
shearing stress reaches a critical value. The 
maximum shearing stress (one half the 
difference between maximum and minimum 
principal stresses) will vary with the depth 
below the notch in nearly the same fashion 
as the shear strain energy. 

The Von Mises criterion for yielding is 
the more nearly correct for most metals, 
with the notable exception of steels that 
have a drop of load at yielding, which 
probably obey the Mohr hypothesis. Thus, 
in general, yielding will occur when the 
maximum shear-strain energy reaches a 
critical value. In the notched bar, this 
energy is a maximum at the very base of 
the notch, and falls off sharply just below 
the notch. It may be that this sharp gradi- 
ent in shear-strain energy (or in maximum 
shearing stress) requires a higher critical 
value for yielding than would a uniform 
distribution of shear-strain energy (p. 4 
of ref. 24). Since this effect has not been 
investigated and cannot be evaluated at 
this time, the study of the notched bar will 


THE NOTCHED-BAR IMPACT TEST 


be confined to other factors, which can be 
discussed qualitatively at least. 

The sharper or the deeper the notch, the 
greater will be all of the principal stresses 
just below the base of the notch, for a con- 
stant notch angle. The magnitude and the 
gradient of the shear strain energy (or 
maximum shear stress) will also increase 
as the principal stresses become more con- 
centrated if the rest of the geometry and 
the applied load are constant. The quanti- 
tative effect of increasing the depth and 
radius of the notch on the concentration 
of the longitudinal tensile stress at the base 
of a V-notch in a Charpy test bar is pre- 


= ntl 


sented as Fig. 2 (derived from the data of | ; 


Coker-and Filon?!). The stress concentra- 
tion factor b is defined as the ratio of the 
maximum longitudinal stress at the base of 
the notch to the average stress in the un- 
notched section. This relation between 6 
and the sharpness of the notch may be 
applied to the case of bending to a good 
approximation, if the ratio of the depth of 
the notch to the height of the test bar is 
small.* As the notch becomes deeper, the 
notched area decreases and the average 
stress beneath the notch becomes greater. 
Thus even though the stress concentration 
factor as defined above increases as the 
notch is made deeper, the gradient in longi- 
tudinal stress beneath the notch may 
decrease. 

As the ratio of the depth of the notch to 
its radius increases, the ratio of the maxi- 
mum longitudinal stress to the average 
longitudinal stress increases. The elastic 
strain rate at the base of the notch is given 
by: 


é = bé, [2] 


where € is the elastic strain rate at the base 
of the notch, 6 the stress concentration 


*It should be noted that the discussion of 
the stresses at the base of the notch are of a 
semiquantitative nature. The stress distribu- 
tion will be affected by the elastic waves set 
up by the impact. 
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factor and € the elastic strain rate in the 
unnotched section. 


Directly below and at the surface of the 
notch, the radial stress is zero, and the ex- 


STRESS CONCENTRATION FACTOR (2) 
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yielding for these two cases may be derived 
directly from Eqs. 3 and 4: 


(er) = + Ga) +E) ts 


1 2 3 4 
SQUARE ROOT OF RATIO OF THE DEPTH OF 
THE NOTCH TO THE RADIUS OF THE NOTCH 


P+ 


Fic. 2—E¥FFECT OF NOTCH DEPTH AND SHARPNESS ON LONGITUDINAL TENSILE STRESS AT BASE OF 
NoTCH (FoR V-NoTCH CHARPY BAR). (After Coker and Filon.*) 


pression for the shear-strain energy reduces 
to: 


mol. — Zt ZA XA/x2G [3] 
In the absence of the transverse stress 


(in the case of simple longitudinal tension) 
the shear-strain energy is given by: 


U, = 2X2,2°/12G [4] 


where X;, is the longitudinal tensile stress 

in the absence of other principal stresses. 
Since yielding will occur for a given value 

of U,, the relation between the stresses at 


where the superscript ’ refers to the stress at 
yielding. If the ratio of the radius of the 
notch to the bar width is sufficiently small 
so that the unstressed mass in the shoulder 
of the specimen completely prevents the 
material from the additional contraction, 
which should accompany the increase. in 
longitudinal stress at the base of the notch, 
the transverse stress at the midwidth of 
the bar at the base of the notch will be 
given approximately by the Eq. 6 (see 
Appendix A for derivation): 
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where a is Poisson’s ratio; b, the stress- 
concentration factor, and y the average 
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THE NOTCHED-BAR IMPACT TEST 


about s (Fig. 2) and the increase in yield 
strength is nearly 11 per cent. 

As the width of the bar increases, or the 
radius of the notch decreases, the restraint 


2 4 6 8 
STRESS CONCENTRATION FACTOR (b) 
Fic. 3.— EFFECT OF STRESS CONCENTRATION FACTOR ON TENSILE STRESS NECESSARY FOR YIELDING. 


longitudinal stress in the unnotched sec- 
tion. Combining Eqs. 5 and 6: 


Cay eee 
+ (22 2)" in 
since 


Xz = by 


For the case of no lateral contraction, due 
to the concentration of the stress, the in- 
crease in yield strength due to the presence 
of this transverse stress is plotted in Fig. 3 
as a function of the stress-concentration 
factor. For the standard?? Charpy impact 
test specimen with a V-notch of o.or in. 
radius, the stress-concentration factor is 


to transverse contraction, and thus, the 
transverse tensile stress, increases. The 
variation of the transverse stress at the base 
of the notch and at the center of the bar 
with this ratio is presented in Fig. 4 (see 
Appendix A for calculations). For values 
of the ratio of notch radius to bar width 
below about 140, the transverse tensile 
stress is very nearly equal to its maximum 
value. At the surface of the bar on its sides, 
the transverse stress must necessarily be 
zero. 

This discussion of the effect of the trans- 
verse stress tacitly assumes that the mate- 
rial does not have a transverse curvature 
during the elastic deformation, which 
would relieve the transverse stress. In 
notched-bar impact specimens, the inertia 
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_ of the material probably aids in reducing 


this curvature. 

From these considerations, the primary 
effects of the notch in a square bar during 
bending may be summarized: 

1. The longitudinal tensile stress at the 


- base of the notch is increased. The concen- 


tration of this stress depends upon the ratio 


* of the depth of the notch to its radius fora 


-. 


constant form of notch. 

- 2. The elastic-strain rate at the base of 
the notch is greater than the strain rate in 
the unnotched section and is equal to the 
stress-concentration factor multiplied by 
this strain rate. 

3. The notch introduces a sharp gradient 
in the shear-strain energy just below the 
notch. 

4. Because of the presence of a trans- 
verse tensile stress, the longitudinal tensile 


stress necessary for yielding is increased. 


The magnitude of this increase will depend 
on both the stress-concentration factor and 
the ratio of notch radius to bar width. The 
maximum possible increase is about 12 per 
cent (Fig. 3). The effect on the transverse 
stress of changing the ratio of radius of 
notch to width of bar is very small except 
for the large values (> 140) of the ratio. 


Types of Test Specimens 


There are certain minor differences in 
the various standard type impact-test 
specimens. The square Izod test bar with a 
V-notch placed slightly away from the 
middle of the length of the bar is used 
rather generally in Great Britain, and both 
the square and round bars are used to some 
extent in this country. In the testing of 
this type of specimen, the bar is clamped 


_ at one end and struck on the notch side at 


the other end. This method of loading 
produces an asymmetrical stress distribu- 
tion at the base of the notch.*4 This asym- 
metry will depend also upon the stresses set 
up by the ‘clamp. Since, in the testing of 


s ductile materials with this type of speci- 
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men, complete fracture of the specimen 
does not always occur, it is often difficult 
to compare the results of the impact tests. 

In the United States, the standard 
Charpy test bar with a keyhole notch has 
been used more generally, since it is be- 
lieved that more reproducible values of the 
impact energy are obtained. The Charpy 
specimen -has the additional advantage of 
facilitating low-temperature tests. The 
Charpy test is performed by placing the 
test specimen loosely on a platform between 
two supports at its ends. The impact is 
accomplished by a pendulum striking on 
the side opposite the notch at the mid- 
length of the bar. In this method of testing, 
the asymmetry of the stress distribution 
inherent in the Izod test is avoided and 
fracture usually occurs even for the most 
ductile material. Since the standard key- 
hole-notch specimens are of such size that 
the maximum energy required to fracture 
very ductile steel specimens is only about 
40 to 50 ft-lb., small differences between 
materials are sometimes difficult to deter- 
mine. Furthermore, very little careful 
analysis of the stresses at the base of the 
keyhole notch as a function of the specimen 
geometry has been attempted. 

Many investigators have modified the 
Charpy specimen by using a V-notch 
rather than a keyhole. This specimen has 
the advantage that the maximum spread 
between very ductile and brittle steels is 
of the order of magnitude of a 100 ft-lb.; 
and, it is believed that small differences in 
materials are therefore more readily dis- _ 
tinguishable. Furthermore, more attention 
has been paid to the study of the variation 
of geometry of the test bar for this type of 
specimen and the effects of variables are 
more readily understandable. 

Although this report concerns itself 
primarily with V-notch Charpy test speci- 
mens, it is believed that the interpretations 
apply in a general manner to any type of 
impact specimen. 
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RELATION BETWEEN TENSILE AND 
NOTCHED-BAR IMPACT PROPERTIES 


Sincé the notched-bar impact test is 
characterized by high strain rates at the 


TO MAXIMUM TRANSVERSE TENSILE STRESS (°F/%,,) 


RATIO OF TRANSVERSE TENSILE STRESS 


° -2 4a , - x 
RATIO OF RADIUS OF NOTCH TO WIDTH OF BAR (r/w) 
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and SS is some measure of the strength of 
the material; e, the strain; €, the strain 
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Fic. 4.—EFFECT OF VARYING NOTCH RADIUS AND BAR WIDTH ON TRANSVERSE STRESS AT BASE OF 
NOTCH. 


base of the notch and often is performed at 
temperatures below room temperature, it 
is necessary to determine the effect of these 
variables on the normal tensile properties 
of at least some typical metals, in order 
to interpret the properties observed in 
notched-bar impact tests. 


Physical Properties in Tension 


By a technique (p. 26 of ref. 24), based 
upon the assumption of an equivalence 
between the effects of decreasing tempera- 
ture and increasing strain rate on the me- 
chanical properties of metals, the tensile 
properties of several typical steels have 
been determined at high (equivalent) strain 
rates. This technique assumes that the 
strength of metals is related to the tempera- 
ture, strain rate, and strain in the following 
manner: 


S = S,(€) [8] 


rate; Q, a heat of activation characteristic 


of the material; R, the gas constant, and, 


T, the absolute temperature of testing. 
After determining the constant Q for a 
particular material, and for a given range 
of strain rate and temperature, the iso- | 
thermal tensile properties at various rates 
of strain and at various temperatures may 
be determined by the equivalence. The 
properties of several steels have been ob- 
tained in this fashion as a function of equiv- 
alent strain rate.* Since the stress at a 
given strain is a function of p, the prop- 
erties of the material will be the same for 
any value of the strain rate and tempera- 
ture at which # is a constant. Thus, the 
* The ‘‘equivalent strain rate”’ is defined as 
the strain rate that will produce at a given 
temperature (in this case, room temperature) 
the same properties that were measured at a 


small actual strain rate at some lower 
temperature. 
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effects of high strain rates may be obtained 
at room temperature for a given material 
by determining Q and then performing 


The effect of equivalent strain rate on the 
isothermal* tensile properties for these two 
sets of specimens are presented in Fig. 5 


tensile tests at various low temperatures. 
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Fic. 5-— EFFECT OF EQUIVALENT STRAIN RATE ON TENSILE PROPERTIES OF TYPICAL STEEL. 


The results of these experiments have 
been described elsewhere!”1® in detail, but 
the main features will be reviewed. Speci- 
mens from a Cr-Mo-V casting containing 
0.25 per cent C. were heat-treated in two 
groups: the first was air-cooled from above 
the critical temperature and the second 
was water-quenched. Both sets of speci- 
mens were tempered to about the same 


__ yield strengths. All the tensile and impact 


ot he 


data were obtained on these specimens. 


solid lines in this figure are those measured 
after various amounts of plastic deforma- 
tion. The stress required to fracture a metal 
may vary, however, with the amount of 
plastic deformation before fracture. Such 
an effect was suggested some years ago 
by Ludwik.? Kuntze,'4 and recently Mc- 


*In discussing the ‘general features of 
notched-bar impact tests, the isothermal tensile 
properties will suffice for most purposes even 
though the adiabatic stress-strain curves may 
be approximately calculated. 
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Adam,!5 have attempted to measure the 
effect of deformation by testing tensile 
specimens notched to various depths and 
angles. This technique is uncertain because 


FRACTURE STRESS (p8.1,) 
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tion, at —190°C., and their fracture stresses 
were measured. By this method, the effect 
of prior deformation upon the fracture 
stress was obtained. The results are plotted 


REDUCTION OF AREA (PERCENT) 


F1G. 6.—EFFECT OF PRIOR DEFORMATION ON FRACTURE STRESS AT —190°C. (AIR-COOLED STEEL). 


of the difficulties in determining the stress 
in the plastic range at the bases of the sharp 
notches. In a previous paper,!® a more 
direct method for finding the effect of 
deformation was suggested and some pre- 
liminary results presented. This method, 
however, is applicable only to metals that 
in tension break brittlely at some tempera- 
ture. Specimens taken from the steel cast- 
ing already described were heat-treated by 
air cooling followed by tempering to very 
nearly the same yield strength as the air- 
cooled set of specimens whose tensile 
properties are described in Fig. 5. These 
specimens were deformed plastically by 
various amounts at room temperature and 
then broken, with little further deforma- 


in Fig. 6. With increasing plastic deforma- 
tion, the fracture stress increases. 

If the assumption is made that the 
increase of fracture stress with deforma- 
tion is independent of the temperature at 
which the deformation occurs, the fracture 
stress of the undeformed metal may be 
determined as a function of equivalent 
strain rate. For each value of equivalent 
strain rate, the reduction of area may be 
obtained from Fig. 5 and its effect in 
increasing the fracture stress determined 
from Fig. 6. The fracture strength of the 
undeformed metal has been determined as 
a function of equivalent strain rate by 
subtracting from the measured fracture 
stress, the increase in stress brought about 
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by deformation. The variation of the 
fracture strength of the undeformed steel 
obtained in this manner with the equivalent 


_ strain rate is plotted as the dashed line in 


Fig. 5. The logarithm of the fracture 
strength of the undeformed metal and the 
logarithm of the yield strength increase 


_ linearly as the logarithm of the equivalent 


strain rate increases. The fracture strength 


_.rises less rapidly than does the yield 


. 


, 


4 
* 
: 


a 
o 


strength, and brittle failure occurs when 
the two straight lines intersect. 

It is not possible, with the technique 
described above, to determine the effect 
of deformation on the fracture strength 
of the steel that does not break brittlely in 
the tensile tests in the range of temperature 
employed. It is only possible to conclude 
that since this material did not break 
brittlely in the range of temperature and 


strain rate investigated, the yield strength 


does not exceed the fracture strength of the 
undeformed steel. Furthermore, it may be 
inferred that since the decrease in defor- 
mation at high equivalent strain rates does 


- not reflect itself in a decrease in fracture 


strength, deformation has little effect on 
the fracture strength. 


Impact Properties of Air-cooled Steel 


It is now possible to attempt a correla- 
tion of the tensile and impact properties 
of these typical steels. The first effect that 
must be considered in the notched-bar 
impact test is that of strain rate. For the 
case of the standard V-notch Charpy bar 
of o.o1-in. radius of notch, the average strain 
rate can be calculated from appendix B to 
be 120 sec.~!.* For the V-notch Charpy bar 
under consideration, the ratio of the depth 
of notch to its radius is 8, and from Fig. 2, 
the stress-concentration factor 6 is found 
to be approximately 5. The elastic strain 
rate at the base of the notch, therefore, is 
equal to about 600 sec.—1, or 102-8 sec.—! or 


approximately 10° sec.-. The effect of 


* Often referred to as inch per inch per 
second. 
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temperature at a strain rate of 10% sec.~! 
on the tensile properties of the air-cooled 
and tempered specimens has been derived 
from Fig. 4 by utilizing the equivalence of 
the effects of strain rate and temperature. 
The effect of decreasing the temperature 
at this strain rate on the fracture and yield 
strengths is illustrated by the dashed lines 
in Fig. 7. The solid line illustrates the varia- 
tion of the fracture strength of the unde- 
formed metal with decreasing temperature. 
At this strain rate, this steel should break 
brittlely at —170°C. Therefore, this steel 
when deformed in simple longitudinal 
tension at a strain rate of 10% sec.—! should 
be ductile at all temperatures above 
—170°C. 

In a notched-bar impact bend test, how- 
ever, the longitudinal tensile stress neces- 
sary for yielding is raised by an amount 
depending upon the magnitude of the 
transverse stress. As was noted in a pre- 
vious section, the increase in longitudinal 
stress necessary for yielding (for the V- 
notch Charpy specimen) due to this effect 
is rr per cent. The effect of this increase in 
yield strength upon the impact properties 
is illustrated in Fig. 7. (For the case of the 
standard V-notch Charpy impact test 
specimens, the ratio of radius of notch to 
width of bar is so small (149) that the 
transverse stress is very nearly equal to 
the maximum value consistent with the 
stress-concentration factor.) 

For the case of the standard V-notch 
Charpy specimen, the yield strength will 
equal the fracture strength of the unde- 
formed steel at about —40°C, and brittle 
failure will occur at that temperature. If 
the ratio of notch radius to bar width is 
made larger, the transverse constraint is 
less, and brittle failure will occur at a 
lower temperature. 

It is now possible to describe in detail 
how the energy required to fracture 
notched-impact test specimens of this 
material will depend upon temperature. 
A schematic description of the impact 
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properties of this type of steel in terms of of the fracture strength with strain. At the 
the tensile stress-strain curves is presented intersection of these curves, plastic defor- 
as Fig. 8. Curve 1 represents the stress- mation is terminated and failure results. 
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Fic. 7.—EFFECT OF DECREASING TEMPERATURE ON TENSILE PROPERTIES OF A TYPICAL STEEL 
AT STRAIN RATE OF ro? sEc.~! (AIR-COOLED SPECIMENS). 
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strain curve (or flow curve) obtained at As the strain rate is increased, both curves 
ordinary testing speeds at room tempera- rise, the flow curve more rapidly than the 
ture and curve A describes the variation fracture-strength curve. It has been shown! 
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that the plastic-flow curve shifts upward 
very nearly parallel to itself and for the 
purposes of this discussion it is assumed 
that the fracture-strength curve does also. 


ENERGY 
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meta] just below the notch may fail in a 
ductile manner with the formation of a 
crack. Since this crack may be very sharp, 
the material below this new notch may fail 


TEMPERATURE (°C) 


Fic. 9 —E¥FECT OF TEMPERATURE ON NOTCHED-BAR IMPACT ENERGY (DERIVED). 


The effect of the transverse stress in trans- 
ferring from the tensile specimen to the 
notched specimen is to shift the entire 
flow curve upward,* thus decreasing the 
strain before fracture (intersection of 
curves 3 and B). As the temperature is 
decreased, the fracture-strength curve 
shifts upward more slowly than the flow 
curve and the amount of deformation 
before fracture decreases rapidly until the 
yield strength becomes equal to the fracture 
strength of the undeformed metal at the 
temperature of brittle failure. 

This discussion in essence assumes that 
the fracture of the entire specimen is deter- 
mined by the original notch. Above the 
temperature of brittle failure, however, the 

* It is assumed that the transverse stress has 
no effect on the fracture curve. This viewpoint 
is consistent with the data now available, even 
though there is at present no direct experi- 
mental evidence to confirm the assumption. 


The effect previously noted* of the transverse 
stress in reducing the fracture strength may 


now be explained by the decrease in deforma-. 


tion which accompanies the imposition of the 
transverse stress, 


brittlely (p. 148 of ref. 13) because of the 
increase in strain rate and transverse 
stress due to, the sharper notch. This 
progressive increase in depth and sharpness 
of the notch will further contribute to the 
rapid decrease in impact energy, as the 
temperature is decreased to that at which 
the entire bar breaks brittlely. 

The schematic variation in impact energy 
for V-notch impact specimens as derived 
from Fig. 8 is presented as Fig. 9. As the 
temperature is decreased below room tem- 
perature for this air-cooled steel, the energy 
necessary for fracture decreases rapidly to 
about —40°C., at which temperature 
brittle failure occurs. 

The variation of impact energy with 
temperature for steel specimens heat- 
treated in the same fashion as the air- 
cooled tensile specimens is presented in 
Fig. ro. The impact specimens were of the 
V-notch Charpy type having a o.o1-in. 
notch radius. The impact energy decreases 
sharply with decreasing temperature below 
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20°C. and becomes equal to zero (3 to 4 
ft-lb.)* at about —40°C. Below — 40°C. the 
entire fracture was characterized by the 
so-called crystalline appearance. Above 


ENERGY (FT-LBS) 


-100 
-158 


THE NOTCHED-BAR IMPACT TEST 


transverse stress must necessarily be zero, 
the yield strength will be below the fracture 
strength. Since the bottom side of the 
specimen undergoes deformation as the 


+40 (°C) 
+104 (°F) 


TEMPERAT URE 


FIG, 10.—VARIATION OF IMPACT ENERGY WITH TEMPERATURE. SPECIMENS TREATED IN °¢-INCH 
ROUNDS AIR-COOLED AND TEMPERED. 


—4o°C., a very small layer of material just 
below the notch evidenced some plastic 
deformation before fracture; but the major 
portion of the fracture was of the crys- 
talline type. 

For some steels that undergo a transition 
from ductile to brittlet type of fracture, 
transition-zone fractures are observed with 
an area in the center, which is characterized 
by crystalline (indicative of a nonductile 
fracture) appearance surrounded com- 
pletely by material that has suffered de- 
formation. Just above the temperature for 
complete brittle failure, the material just 
beneath the notch does not break brittlely 
because its yield strength is below the 
fracture strength of the undeformed mate- 
rial. Since at the sides of the specimen the 

* Actually, it takes about 2 to 3 ft-lb. to 
knock the specimen off the anvil. 

} Brittle fracture herein is considered to 


mean that the specimen breaks with only the 
absorption of elastic energy. 


specimen fractures, its fracture strength is 
raised and brittle failure is prevented until 
a lower temperature is reached. The very 
center breaks brittlely because the strain 
rate and transverse stress, and conse- 
quently the yield strength, are raised by 
the formation of a sharp crack. Brittle 
failure of the entire bar does not occur 
until the temperature is reached at which 
the sharpness of the original notch is 
sufficient to raise the yield strength to the 
fracture strength of the undeformed metal. 
An exact discussion of the mechanism of 
failure at the base of the very sharp 
‘natural’? notch is extremely difficult. 
Some of the complexities have been pointed 
out previously. 


Impact Properties of Water-quenched Steel 


The effect of decreasing temperature on 
the tensile properties of water-quenched 
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ro) 


- and tempered steel at a strain rate of ro® 


sec.—! is plotted in Fig. 11. Since this mate- 
rial does not break brittlely in the tensile 
test, it is not possible to determine the 


fracture stress at or slightly below room 
temperature (at a strain rate of 1o* sec.~!) 
cannot at present be explained. Since a 
large amount of deformation occurs before 
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Fic. 11.— EFFECT OF DECREASING TEMPERATURE ON TENSILE PROPERTIES OF A TYPICAL STEEL 
AT STRAIN RATE OF 10° SEC.~! (WATER-QUENCHED AND TEMPERED SPECIMENS). 


effect of deformation on the fracture 
strength; therefore it is impossible to 
determine the fracture strength of the 
undeformed material. 

The solid line of Fig. 11 represents the 
variation with temperature of the longi- 
tudinal stress necessary for yielding at the 
base of the notch. On the assumption that 
there is little effect of deformation on the 
fracture stress (or even assuming the same 
effect of deformation as for the air-cooled 
steel) brittle failure will not occur for this 
material down to at least —170°C. at 
this strain rate. The difference between the 
yield and fracture stresses gives a measure 
of the amount of deformation* that will 
occur at each temperature. Assuming that 
the deformation is isothermal and, there- 
fore, that Fig. 11 applies directly to the 
impact test, the variation of the impact 
energy will be given schematically by the 
full line of Fig. 12. The sudden decrease in 


* This will also depend on the exact shape 


of the stress-strain curve. 


failure and the deformation is essentially 
adiabatic at the strain rates that occur 
in the Charpy test, the temperature of 
the material will rise during the deforma- 
tion and the fracture-strength curve shown 
in Fig. 11 will be shifted toward lower 
temperatures. The extent of this shift can 
be calculated!’ approximately. However, 
for the present purposes, it is sufficient that 
the sharp drop occurs at a somewhat lower 
temperature than would be predicted from 
the isothermal properties (dashed line of 
Fig. 12). 

The actual Charpy-test results are pre- 
sented in Fig. 13 for this material. The 
sharp drop occurs at about —4o°C. and 
thereafter the energy decreases only slightly 
with decreasing temperature. (For other 
similar materials, it has been found that 
this very slight decrease continues to 
— 190°C. No information has been obtained 
for lower temperatures.) The fact that 
brittle failure does not occur in the range 
of temperature investigated for this type 
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of material lends credence to the assump- The notched-bar impact energy oe 
tion that the effect of deformation on the metals that do not break brittlely at low 
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fracture strength is small and that the temperatures should decrease with tem- 
separation between the yield and fracture perature more rapidly than would be 
strengths of the undeformed metal is large. _ predicted from a consideration of the areas 


a ae et tit 


Ny 


JOHN H. HOLLOMON 


- under the tensile stress-strain curves at the 


t 


significant temperatures and strain rates. 
This more rapid decrease in energy can be 
accounted for only if the volume of the 


metal suffering deformation decreases as 


the temperature is lowered. As has been 
indicated in the previous discussion con- 


cerning water-quenched steel, the ductility 


decreases slightly and the strength in- 
creases markedly as the temperature de- 
creases. This decrease in strain before 
fracture will effect a decrease in the amount 
of metal below the notch that suffers de- 
formation, and consequently a further 
reduction in the energy absorbed. 


EFFECT OF VARIABLES OF Impact TEST 
Radius of Notch 
Changing the sharpness of the notch by 


varying its radius of curvature (while 


maintaining the rest of the geometry con- 
stant) changes both the strain rate and 
the transverse stress. If, however, the ratio 
of notch radius to bar width is less than 
about 149 (Fig. 4} and the stress-concen- 
tration factor is above about 2.5 (Fig. 3), 
the principal effect of varying the radius 
will be to change the strain rate. If a/r 
becomes greater than 149 or b less than 2.5, 
changing the notch radius will change the 
transverse stress and, consequently, the 
longitudinal ‘stress necessary for yielding. 

For a steel that breaks without defor- 
mation in an impact test, the relation 
between the strain rate and temperature at 
which brittle failure occurs will be given 
(see Eq. 8) by the following equation: 


[9] 


where pz is a constant and the subscript B 
refers to brittle failure. Since the effects of 
strain rate and temperature are equivalent, 
fracture without deformation will occur at 
a combination of these two variables at 
which Eq..9 is satisfied. 

Combining Eqs. 9 and 2, the relation 


ps = eped/PTs 


between the stress-concentration factor 
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and the temperature at which brittle 
failure occurs is found: 


pp = dpe pe/RTs [10] 


Since the average strain rate depends 
only upon the speed of the impact and the 
size of the test bar, if these variables are 
kept constant the relation between the 
stress-concentration factor and the tem- 
perature at which brittle failure occurs 
may also be written as: 


Q/RTs + K [x1] 


where K is a constant. Thus the logarithm 
of the stress-concentration factor will be a 
linear function of the reciprocal of the 
absolute temperature. This relation, how- 
ever, will be valid only under the conditions 
of testing in which the variations necessary 
to produce changes in the stress-concentra- 
tion factor do not also appreciably change 
the longitudinal stress required for yielding. 

The effect of notch radius (for a constant 
depth of notch) has been investigated by 
Gagnebin and Armstrong.” These in- 
vestigators measured the impact energy 
as a function of temperature for V-notch 
Charpy specimens having various radii of 
curvature at the bases of the notches. From 
these results for each radius of notch, the 
temperature at which brittle failure* occurs 
was determined and the value of the stress- 
concentration factor for each radius was 
obtained from Fig. 2. From these data, the 
logarithm of the stress-concentration factor 
is plotted in Fig. 14 as a function of the 
reciprocal of the absolute temperature of 
testing, for a plain carbon and a nickel 
steel. For stress-concentration factors above 
about 2.5 (r/w < 40) the logarithm of the 
stress-concentration factor is approximately 
a linear function of the reciprocal of the 
absolute temperature, indicating that the 
principal effect of changing the radius 
is to change the strain rate at the base 


In 63 = 


*It was assumed arbitrarily when the 
impact energy had decreased to 40 ft-lb. that 
brittle failure had occurred (any value of the 
energy would have sufficed.) 
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of the notch in accordance with Eq. 11. 
For stress-concentration factors below 2.5 
(r/w < {o) the effect of decreasing the 
radius of the notch is very much greater. 
In this range, decreasing the radius of 
the notch will decrease the transverse 
stress* and the longitudinal stress necessary 
for yielding and, therefore, reduce the 
temperature of brittle failure. 

The effects of varying the radius of the 
notch in impact bend tests can now be 
summarized: 

1. If the ratio of radius of the notch to 
the width of the bar is below about 149, and 
the stress-concentration factor is above 
about 2.5, the’ principal effect of varying 
the radius will be to change the rate of 
strain. 

2. If the ratio of the radius of the notch 
is above about 1%, or the stress-concen- 
tration factor below 2.5, increasing the 
radius of the notch will decrease both the 
strain rate and the longitudinal stress 
necessary for yielding. 

These results will apply to any type of 
impact test bar, even though the discussion 
was restricted to V-notch test bars. 


Impact Velocity 


If the geometry of the test specimen is 
kept constant, the elastic strain rate may 
be varied by changing the impact velocity. 
The effect of increasing the strain rate will 
be to bring the yield and fracture strengths 
closer together. If the material breaks 
brittlely, the relation between the tem- 
perature and the velocity of impact for 
brittle failure may be derived directly. 
Since the average elastic strain rate is 
proportional to the velocity of impact 
(appendix B), Eq. 10 becomes: | 


K = V peV/FTB 
or 


Ins = —Q/RTs+InK [12] 


* There are two separate effects, one brought 
about by the change in stress-concentration 
factor (Fig. 3) and the other through changes 
in constraint (Fig. 4). 
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where K is a constant, Vg the velocity of 
impact and Ts the absolute temperature 
at which brittle failure occurs. Thus for 
brittle failure the logarithm of the impact 
velocity should be a linear function of the 
reciprocal of the absolute temperature at 
which brittle failure occurs. 

The results of experiments performed by 
Witman and Stepanoff® are presented as 
Fig. 15 to illustrate this linear relationship. 
As the velocity of impact increases, the 
temperature at which brittle failure occurs 
rises in agreement with Eq. 12. 

The effects of velocity of impact may be 
summarized: 

1. Changing the velocity of impact 
changes the ‘yield and fracture strengths 
and the difference between them. The exact 
dependence of the tensile properties on 
speed depends upon the type of metal. 

2. If a metal breaks brittlely, the rela- 
tion between the impact velocity and tem- 
perature at which brittle failure occurs is 
given by Eq. 12. 


Width of. Bar, 


Varying the width of test bar, of course, 
will change the total volume of material 
affected by the deformation, and, there- 
fore, the energy necessary for fracture. For 
a ratio of notch radius to bar width less 
than about 1{o, the primary effect of 
increasing the test bar is to increase the 
mass of the specimen. For ratios of r/w 
greater than about 10, increasing the 
width of the bar will decrease the trans- 
verse stress and concommitantly decrease 
the longitudinal stress necessary for yield- 
ing. The effect of varying the width of the 
impact specimen has been the subject of 
controversy since Moser? first published 
his results, in which he showed that for a 
certain steel and a certain test bar geometry 
increasing the width of the test bar had 
the surprising effect of decreasing the 
energy necessary for fracture. The results 
of Moser’s experiments are illustrated in 
Fig. 16. For slow tests, the energy neces- 
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_ sary for fracture increases uniformly with 


_ Fic. 14.—EFFECT OF CHANGING STRESS CONCENT 
ON TEMPERATURE OF BRITTLE FAILURE. 


increasing width. For the “‘impact”’ tests, 
the energy increased to a width of about 
2.5 cm. and then the impact energy de- 
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creased sharply and the failure changed 
from the fibrous or ductile type to the 
crystalline or brittle type. For the smallest 


bar of Moser’s experiments, the ratio of 


notch radius to bar width was 14. (Keyhole 
notches of o.25-cm. radius.) Increasing the 


width of the bar, therefore, increases the » 


transverse stress. For a bar 1 cm. wide, 
the longitudinal stress necessary for yield- 
ing was not equal to its maximum value, 
for the transverse stress was less than its 
maximum. Brittle failure for this case 
would occur at a low temperature* (see 


* The temperature at which brittle failure 
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Fig. 7). As the width of the bar increases, 
the transverse stress and consequently the 
yield strength increases and brittle failure 
will occur at a higher and higher tempera- 
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RECIPROCAL OF ABSOLUTE TEMPERATURE 
RATION FACTOR (BY CHANGING RADIUS OF NOTCH) 


(From data of Armstrong and Gagnebin.**) 


ture. Since the maximum increase that can 
be affected in the longitudinal stress neces- 
sary for yielding is about 12 per cent (for 
b > 2.5) if the separation of the yield 
strength and fracture strength of the 
undeformed steel for the geometry of the 
test bar and strain rate employed is less 
than 12 per cent of the yield stress, brittle 
failure will not occur at the temperature of 
test. For a steel to undergo a transition 
from ductile to brittle failure as the bar 
occurs. for a given geometry of test bar will 
vary, of course, with the steel. However, the 


results of Moser’s experiments may be inter- 
preted for the steel of Fig. 7. 
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width is increased, it is necessary that the 
separation between the yield stress and 
fracture stress of the undeformed steel be 
less than 12 per cent. (If the stress-concen- 
tration factor is less than about 2.5, the 
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determining the effect of widening the test 
specimen, the temperature of the test 
should be so chosen that the specimen 
breaks ductilely, at least for the narrowest 


bar. 
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SPECIMENS. (After Witman and Stepanoff.®) 


separation may be less for brittle failure 
to occur.) The higher the strain rate, the 
less is this separation between the yield 
strength and the fracture strength of the 
undeformed metal. At slow speeds, this 
separation may be such that widening the 
bar will not induce brittle failure (Fig. 16). 

If the ratio of r/w is less than about 140, 
increasing the width of the bar should not 
appreciably. change the temperature at 
which brittle failure occurs. The transition 
zone, however, may appear to shift to 
lower temperatures since the values of the 
energy for ductile or partially ductile 
failures will be increased by a more or less 
constant factor because of the increase in 
the volume of the material suffering de- 
formation. Therefore it is necessary that in 


For a test bar having a ratio of r/w 
greater than 149, increasing the bar width 
will cause the temperature at which brittle 
failure occurs to shift to a higher and higher 
temperature. Such an effect was observed 
by Maurer and Mailander,?® whose results 
are plotted as Fig. 17. In general, for values 


a. uN oe 


lly —o _ eec  yt t —le 


of the ratio of r/w in this range, the effect — 


of increasing the width is simply to bring 
the yield and fracture strengths closer 
together. 

The effects of bar width on the impact 
test may be summarized: 

1. If the ratio of radius of notch to bar 
width is less than about 149, changing the 
width of the bar should have little effect 


other than to increase the volume of the — 


metal suffering deformation. 


* WiPey 
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2. If the ratio of notch radius to bar 
width is greater than about }{o, changing 
the width of the bar will change the trans- 
verse stress and consequently vary the 
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° 
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depend entirely upon the difference be- 
tween the yield and fracture strengths for 
the specific conditions of the test employed. 
The lower the temperature or the higher 


2.0 3.0 


WIDTH OF TEST SPECIMEN, (CM) 
Fic. 16.—ErFFECT OF WIDTH OF SPECIMEN ON IMPACT ENERGY AT TWO SPEEDS. (After Moser.) 


longitudinal tensile stress required for 


_ yielding, as well as changing the volume of 
metal suffering deformation. 


3. If the separation between the yield 
strength in pure tension and fracture 


‘strength of the undeformed metal is 


greater than about 12 per cent under the 
conditions of the impact test (such as tem- 
perature and strain rate), brittle failure 


should not occur for a test specimen of any 
width. Whether or not brittle failure will 


occur for a specimen of a given width will 


7. 


ea 


the strain rate, the less will be this separa- 
tion and the more likely will be the possi- 
bility of brittle failure. 


SIGNIFICANCE AND UsE oF NOTCHED-BAR 
Impact RESULTS 


Notched-bar impact results are in essence 
relative measures of the areas under stress- 
strain curves for particular test conditions. 
Such tests indicate the relative ability of 
metals to deform under the conditions of — 
stress distribution, strain rate and tem- 
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perature that are imposed. More specifi- 
cally, the test determines for a given set of 
conditions whether or not the yield strength 
is equal to the fracture strength. 
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yield and fracture strength for similar 
metals under the stress-strain curves of 
these materials only if the impact tests are 
performed under identical conditions. The 


nw 
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Fic. 17.— EFFECT OF WIDTH OF SPECIMEN ON TEMPERATURE OF BRITTLE FAILURE. (After Maurer 
and Mailander.**) 


Since the amount of material suffering 
deformation is difficult to determine, the 
impact energy cannot be _ interpreted 
exactly at the present time in terms of 
tensile properties unless the material 
breaks brittlely and the energy required 
for fracture is essentially zero. For mate- 
rials that break ductilely, the values of the 
impact energies can be used to compare 
relative areas for the separation between 


conditions under which the test is to be 
performed must be determined by the 
conditions of service to which the steel is to 
be subjected. If the designer of an engineer- 
ing structure can predict the most unfavor- 
able conditions the steel used will meet in 
service, it is then possible by the proper 
choice of impact specimen and test condi- 
tions to reproduce at least approximately 
the service conditions by notched-bar 
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impact tests. The various possible steels 


_ may be then compared on the basis of such 


impact tests and a choice of metal made. 


Often a designer must compromise by 


accepting a steel that he believes (or has 
sufficient experience to be certain) will 


' perform the engineering function satisfac- 


torily instead of demanding the most 


~ suitable steel. 


t 


For most engineering structures, it is 
expected that the restraint imposed by 
the geometry will be sufficient so that the 
transverse stress will reach its maximum 
value at the bases of notches and fillets 
(Fig. 4). For this reason, an impact speci- 
men should be used in which the ratio of 
notch radius to bar width is less than 140. 
If the restraint (or transverse stress) is 
expected to be less, the ratio of notch 
radius to bar width can be made greater 


than Mo. In designing an engineering 


' structure, the designer attempts to maxi- 


oe 


mize the radii of the notches and fillets. 
If notches are unavoidable, the designer 
should attempt to estimate the maximum 
depth and sharpness of the notches that 
might occur in a structure suffering shock 
loading and the maximum average strain 


‘rates and minimum temperatures to be 


expected. With certain general knowledge 
of the steels that are available, the designer 
may be in a position to choose the radius 
of notch of the specimen and the tempera- 
ture at which the test should be performed. 
(The impact velocity is usually fixed by 
the available testing machines.) If it is not 
feasible to reproduce the strain rate by 
increasing the sharpness of the notch or 
the impact velocity, the temperature may 
be lowered below the minimum tempera- 
ture expected by an amount necessary to 


approximate the required increase* in 


strain rate. 
Tests should then be performed under 
these fixed conditions and the relative 
* The limited data now available indicate 


that for most steels a small change in tem- 
perature is equivalent to a large change in 


__ strain rate. 
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acceptability of the steels determined. If a 
steel breaks brittlely under these condi- 
tions, the structure is liable to failure with 
ittle absorption of energy. Some materials 
may require greater energy for fracture 
than others, and it is in this case that the 
designer must use his judgment. In most 
cases the results of standard impact tests 
may be used if it is realized that a metal 
that has a lower transition temperature 
than another for a given radius of notch 
may have a higher transition temperature 
for a sharper notch. If a steel does not 
break brittlely even at very low tempera- 
tures when tested in impact with very 
sharp notches, it can be inferred that it is 
suitable for service in which the notches 
will be less sharp. If fine distinctions are 
to be made between steels for a particular 
service, it is necessary to attempt to re- 
produce the service conditions by an impact 
test and compare the steels by this test. 


SUMMARY 


An interpretation of the brittle failure 
of some steels in notched-bar impact tests 
is presented. This interpretation is based 
upon the effects of the stress distribution 
present at the base of the notch and the 
effects of high rates-of strain and low tem- 
peratures on the properties of several 
typical steels. Brittle failure is due pri- 
marily to the small separation between the 
yield strength and the fracture strength of 
the undeformed metal and to the increase 
in the longitudinal tensile stress necessary 
for yielding induced by the transverse 
constraint imposed by the notch. 

Increasing the width of a notched-bar 
specimen, in general, will increase the 
volume of material suffering deformation 
and thereby increase the energy required 
for fracture. If the ratio of notch radius to 
bar width is less than about 1{9, the pri- 
mary effect of changing the width of the bar 
is to change the volume of material under- 
going deformation. If, however, the ratio 


of the notch radius to bar width is greater 
* 
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than about 1/0, changes in the width of the 
bar will produce changes in the transverse 
constraint sufficient to affect appreciably 
the temperature of brittle failure, as well 
as change the volume of the material 
suffering deformation. 

The strain rate at the base of the notch 
may be increased by changing the geometry 
of the test bar or increasing the velocity 
of the impact. Increasing the radius of 
curvature of the notch will serve primarily 
to decrease the strain rate, and vice versa, 
if the ratio of notch radius to bar width is 
less than 1{o and the stress concentration 
factor is greater than about 2.5. For condi- 
tions of geometry outside these limits, 
increasing the radius of the notch will also 
decrease the transverse stress, and vice 
versa. 


I 


APPENDIX A 


CALCULATION OF TRANSVERSE STRESS 
AT BASE OF NOTCH 


By C. Zener,* Memper A.I.M.E. 


Outside of the immediate vicinity of 
notch, all stresses vanish except X,, which 


af 


Fre. 73: 


is constant. In order to calculate the stress 
Z, at the base of the notch, a system of 
surface stresses Z, is applied over the face 
of the plate in vicinity of the notch that 
will render the faces plane. It may then 
be shown that the stresses in the plate are 
independent of z. This conclusion is most 
readily arrived at by considering the plate 
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Decreasing the temperature and raising 
the strain rate are equivalent in their effects 
and serve to decrease the separation be- 
tween the yield strength and fracture — 
strength of the undeformed metal. Some 
steels do not break brittlely in the impact 
test, and these same materials maintain 
their ductility in simple tension to very 
low temperature or to very high strain 
rates. 

The interpretation of the impact test © 
presented in this paper and the relations 
between the variables of the test should aid 
the designer of engineering structures in 
choosing the conditions of the notched-bar 
test so that the value of the impact energy 
may become a relative measure of the 
suitability of the various steels for particu- 
lar engineering applications. 


to be subdivided into an arbitrarily large 
number of thin slabs, all of which have 
the same distribution of surface stresses. 
Let 6 represent the factor by which X, 
has increased at the base of the notch. Y, is 
zero, at this surface, and it is desired to 
find Z,. The strain ¢,, is the strain associated 
with the uniaxial stress y away from notch. 
The additional X, stress [(6 — 1)y] is there- — 
fore associated with no further’ e,,. This 
condition leads to the equation: 


O=_Z.-cb-1y) fl 


or 
Z, = a(b — 1)y- [2] 


We now relieve the surface stresses over 
the faces. This relief may be regarded as 
the addition of surfaces stresses of the same 
magnitude but of opposite sign. An approx- 
imate computation will now be made of the 
effect of these added surface tractions upon 
the stresses Z, along notch 
; Denote by F the total force applied on a 

ace: 


F = jZ.aA [3] § 
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If the dimensions of the region over which 
F is applied are small compared with the 
width W of bar, the effect of F near the 
center of the bar will not be appreciably 
affected by the manner in which F is 
distributed. ; 
The solution is given by Love?’ for the 
stresses produced in a medium of infinite 
“extent by the application of singular forces. 
Let the force F be applied at the origin of 
coordinates in direction of z, and an op- 
posite force be applied along axis of z at a 
point W away from origin. The stress Z, 
-midway between the two points is then: 


AZ, = (2F/W*)a 


where a@ is a factor very nearly equal to 

“unity; namely, (3/7)(\ + 4¢M)/( + 2M). 
It is to be expected that the difference 
between the plate and the infinite medium 

_will be a factor of 2, since each force in the 

case of the plate is effectively supported 
by only half the material as compared with 
the case of the infinite medium. Therefore, 
we have the approximation: 


Z, = 4F/W? 


* It remains to obtain an estimate of F. 
_ The integral of Eq. 3 is equal to: 


{ZdA = OF ol OAS 


where C; is a numerical constant of the 
order of magnitude of unity, 7 is the radius 
_ of curvature of the notch, and (Z,)m is the 
maximum value of Z,; namely, o(b — 1)y. 
Therefore, at the base of the notch at the 
mid-point of the bar: 


Z, = o(b — 1)ytt — Cil4)(r/W)"I 


An attempt at an estimate of Ci was 
‘made by an exact computation for the 
case of a circular hole in a plate. In this 
particular case, Ci is exactly zero. The 
only contribution to AZ, then comes from 
the dipole distribution of the form, which 
will lead to a term (r/w)‘. This attempt in- 


dicates that C, is small compared with 
unity. Fig. 4 of the text has been con- 
structed with 4C, set equal to unity. 


y (x): displacement with respect to center 
of beam. 


APPENDIX B 


RELATION BETWEEN VELOCITY AND STRAIN 
RATE IN BENDING TEST 


In an elastic beam, the curvature is 
directly proportional to the moment acting 
across a plane. Thus if y is the displace- 
ment, x the coordinate along the beam (see 
accompanying figure): 


d*y/dx? ~ M {r] 
From a consideration of the external 
forces acting upon the beam, it may be 


shown that M decreases linearly from a 
maximum at center to zero at the ends: 


M(x) = M.(1 — x/34L) [2] 
Therefore, upon combining Eqs. 1 and 2: 
d*y/dx? = y,’(1 — x/14L) [3] 


Double integration of Eq. 3 gives for the 
displacement D of the center with respect 
to the end supports: 


D = Moyo L? [4] 


The relation between the curvature and 
the maximum strain, €o, is given by: 


e, = a/R = ay,” [5] 


where R is the radius of the curvature at 
center and ais the distance from the center 
of the beam to the surface (a = radius for 
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circular beam, 44 thickness for rectangular 
beam). 

By combination of Eqs. 4 and 5 the 
following is obtained: 


D = M2eL?/a 


dD L? de, 
ss di 120 dt 
dD | L? de, 
A thal die ecGh adi. 


where hi is the thickness of the bar. 
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DISCUSSION 
(F. G. Tatnall presiding) 


M. Merzcrr,* Harrison, N. J—On Figs. 10 
and 13, two lines are plotted. Do they repre- 
sent two specimens of steel or does one repre- 
sent adiabatic and the other isothermal 
deformation? 

J. H. Hottomon (author’s reply)—The 
two lines in Figs. ro and 13 were drawn simply 
to include all the data. Because of the spread 
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in impact data often observed, this method 
of plotting appears to be the most illustrative. 


H. W. Russett,* Columbus, Ohio.—In the 
field of low-temperature impact, there is a 
phenomenon that often occurs. In the Charpy 
test, it is frequently found that at some low 
temperature either ductile or brittle fractures 
3 will occur, but not intermediate values. The 
_ results are best represented as two overlapping 
curves. Such results are possibly best illus- 
trated in the data published by Sergeson for 
the Joint High Temperature Committee in 
the A.S.T.M. in 1936. 


J. H. Hottomon.—There are many details 
of the behavior of steels when notched and 
broken in impact which could not be covered 
in the oral presentation, but most of them are 
discussed in the paper as printed. This phe- 
- nomenon of a sharp transition from ductile to 
brittle failure is a case in point. 

- If one could break an infinitesimally small 
. specimen at some temperature or rate of 
loading, the type of fracture would change from 
completely ductile to completely brittle. For 
an actual specimen, however, the nature of the 
deformation is such that the severity of the con- 
' ditions of fracture progressively increases as 
the crack progresses across the specimen. 
Suppose, for example, that a specimen is being 
* broken at a temperature slightly above that 
_ at which brittle failure would occur under the 
conditions of severity imposed by the original 
notch. The metal at the base of the notch will 
_ deform considerably before fracture. A sharp 
crack, however, will be formed and, at some 
point beneath this crack, the metal will break 
_ in a brittle fashion. Such fractures consist of a 
fibrous zone surrounding a crystalline or 
_ brittle zone and are referred to as transition 
fractures. Thus, it is possible to obtain inter- 
~ mediate values of impact energy in the range 


of transition from completely ductile to com- — 


pletely brittle fractures. The metal itself, 
however, does not behave in an intermediate 
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produce brittle fracture in glass depends on the 
elastic properties of the striking solid. Is any- 
thing known about the behavior of steel in this 
respect? 


J. H. Hottomon.—I do not know of any 
information on this subject. 


E, F. PoNcELET.—Does it make much differ- 
ence, or dges it make little difference if you 
use a very hard impacting tool or a relatively 
soft one on steel? 


J. H. Hortomon.—The problem of the 
actual nature of the brittle fracture of steels 
has not been studied in any great detail. The 
primary metallurgical problem is to determine 
the factors that control the amount of plastic 
deformation that will precede fracture in 
structural materials. It is only necessary to 
know whether or not material fails brittlely. 
The exact nature of this brittle failure is the 
subject of another type of investigation. 


N. A. Zrecier,* Chicago, Ill.—All the 
theory and conclusions of this paper are based 
on relatively slow speeds, used in conventional 
impact testing. It is known, however, that 
with high-velocity impact the mechanism of 


fracturing is different. For example, with slow 


speed of impact, the specimen must be sup- 
ported on some suitable device before it can 
be fractured; when the speed of impact in- 
creases beyond a certain value, a specimen 
can be fractured by its own inertia, without 
any support at all. I would be interested. to 
know whether the conclusions of this paper 
apply to such conditions. 


J. H. Hottomon.—It is believed that the 
principles presented in this paper apply to 
fracture over the entire range of strain rates. 
At very high velocities of impact, other factors, 
such as the propagation of plastic deformation, 
may contribute to further complication. It is 
necessary, of course, in any interpretation of 
the notched-bar test to know approximately 
the strain rate at the base of the notch. When 


fashion; it is either ductile or brittle. The 
interpretation of this sudden transition in 


# 
~ terms of stress-strain curves is presented in the 


paper. 
E. F. Ponceret,{ Butler, Pa—We have 
_ found that the amount of energy required to 
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the specimens are broken, at very high veloc- 
ities, a relatively exact estimate of the strain 
rate may not be possible. 


F. G. Tatnatt,{ Eddystone, Pa.—Impact 
is one of the mystery men of physical testing. 
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A great many people have condemned the im- 
pact test as being vague and elusive. Captain 
Hollomon is doing much to bring it out into the 
open and make it a useful yardstick. 

He says that the material above the notch 
has some tensile stress in it. It was my under- 
standing generally that that region was prac- 
tically unstressed longitudinally and hence 
was acting only as a lateral restraint. In other 
words, if an ordinary tensile test is made on an 
unnotched machined specimen, this test does 
not reproduce conditions in a welded ship 
plate, because when a ship plate is subjected 
to tensile load it cannot contract laterally in 
accordance with Poisson’s ratio, being re- 
strained by the surrounding material. 

It looks to me as though the notched-bar 
impact tensile test is intended to reproduce 
the restraint suffered by a material when it is 
part of a structure. 

I read a recent article by Dr. Krivobok, 
which concludes that until we study impact 
as a tensile test with lateral-restraint we do 
not fully understand it. 

For instance, Dr. MacGregor, at M.I.T., 
has said that the only real difference between 
static tensile test and a notched-bar impact 
tensile test is the notch. Is that right, Captain 
Hollomon? 


J. H. Hottomon.—In order to answer Mr. 
Tatnall’s questions, it is desirable to reword 
them: 

1. What is the difference between the tensile 
test and the notched-bar impact test? 

2. Is it correct that the only difference 
between these two tests is the principles of a 
transverse constraint? ; 

These two questions present an opportunity 
for discussion of the mechanical testing of 
metals that may serve to clarifv some of its 
aspects. 

Only certain fundamental variables must 
be considered ‘in determining the mechanical 
behavior of metals. Plastic flow and rupture 
are functions of the strain rate, temperature, 
stress distribution and prior history. The latter 
includes both the structure of the metal under 
consideration and the degree and effect of any 
prior deformation. These variables are inter- 
related. The effect of strain rate on, say, the 
yield strength of two metals may be different 
if their structures are different. In any attempt 
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to correlate the behavior of metals in different 
tests, the difference of the magnitude of these 
variables is of primary importance. 


In comparing the tensile test with the © 


notched-bar impact test, two of these variables 
are different. The material at the base of the 
notch is essentially constrained from the 
transverse contraction and a transverse tensile 
stress induced, and the strain rate at the base 
of the notch is greater than is usually employed 
in the tensile test. Furthermore, the notched- 
bar test is frequently conducted at tempera- 
tures other than room temperature. If the 
effect of these three variables on the stress 
required for plastic flow and the stress required 


for fracture are fully understood, it is possible — 


to correlate the behavior of metals in these 
two types of tests. 


In these two tests, the primary difference — 


arises from the presence of a transverse stress, 
and it is the effect of this transverse stress on 
the plastic flow and fracture that is of funda- 
mental importance to the understanding of 
the notched-bar impact test. The effect of 
the strain rate is relatively minor. 


B. F. SHEPHERD,* Phillipsburg, N. J.—Just 
something in the nature of a general statement: 
The experts in mechanical testing appear to 
have the practice of defining structure by stat- 
ing the method of quenching or tempering, 
which, after all, is a very vague way of stating 
the thing in which we are primarily interested; 


that is, metallographic structure. If the investi- _ 


gators would state the actual structure as 
quenched or quenched and tempered they 
would cover everything—quenching, medium 


“and everything else. It would mean a little 


more than just to state that it is quenched and 
tempered or air-cooled. Quenching is only a 
means of controlling the transformation rate, 
which, of course, produces the final structure. 


J. H. Hottomon.—Mr. Shepherd’s point is 
very well taken. The photomicrographs of the 
steels used for these experiments have been pre- 
sented in another paper. The water-quenched 
and tempered specimens consist of tempered 
martensite, the air-cooled and tempered speci- 
mens consist of proeutectoid ferrite and pearlite 
(the carbides of which were slightly spheroid- 
ized during the tempering treatment). 


* Ingersoll Rand Company. 


DISCUSSION 


E. F. Poncretret—I should like to ask 


another question. I believe this paper relates 


only to fractures starting in the notch. That 
means that only what I would call very slow 
impact is considered. On fast enough impact 
the pressure wave has no time to generate the 
stress in the notch while the impact is in 
progress; and quite a different type of cracks 
and fractures develops. The stresses involved 


“are given by the formula of Hertz. These 


fractures start on the compression side and 
form the ‘percussion cone.” I do not know 
enough about when and how this type of 
fracture occurs and am interested in learning 


- more about it. This type of fracture is entirely 


different from the type of impact fractures 
caused by what might be called slow im- 
pact. Are there any data about those things 


available? 


extremely 


J. H. Hortomon.—The subject that Dr. 
Poncelet brings up is much too involved to 
discuss at this time. I should like to say that 
this phenomenon enters the problem for only 
high velocities of impact and 
has little importance to the problem under 
discussion. 


G. L. Cox,* Watertown, Mass.—I want to 


_ emphasize one thing. We at the Arsenal have 


been studying the problem of the effect of high 


. rates of loading on the properties of materials 


4 


. 


- 


for some time, largely because most applica- 
tions with which we are concerned deal with 
high strain rates. 

‘In the middle 1930’s, H. C. Mann built 
a variable-velocity impact machine to work 
on this problem. He observed some rather 
phenomenal things, as most of you know, as 
he raised the velocity. The order of velocity 
with the machine was considerably higher than 
that of the standard Charpy test; however, 
even then the machine was incapable of 


- reaching velocities as high as are often encoun- 


‘ 


* 


ee RS 


tered, as, for example, the attack of a pro- 
jectile on a piece of armor. 

We all know that if the temperature is 
lowered, steels may become brittle at the low 
temperatures. There is some evidence available 
in the fairly recent work of other investigators 
that increasing the strain rate also tends to 


*Lieutenant Colonel, Ordnance Department, 


Watertown Arsenal. 
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make a material more brittle. Maybe these 
two phenomena are all we know, and maybe 
not. We have turned this problem over to 
some of the research workers at Watertown 
Arsenal, and we think they have done some 
pretty good work. However, the accomplish- 
ments so far apparently are not complete 
and may be “full of holes.” I was hoping to 
hear at this meeting some discussion as to the 
limitations-of our thinking and that certain 
qualified people would express their thoughts 
in the matter to such an extent that we could 
be guided in our future efforts. 

Somewhat as a premise to our thinking, we 
know that as the temperature is lowered the 
tensile properties of steel are raised. Also, if 
the strain rate is increased, the tensile strength, 
particularly yield, is increased. 

Those two considerations may not be 
parallel. They may have only an incidental 
empirical relationship to each other. In fact, 
I have used the corollary that we can establish 
a relationship between the life of automobile 
tires and the speed at which the car is driven, 
and we can also establish a relationship between 
the life of these tires and the roughness of the 
road—but what is the relationship between 
the speed of the car and the roughness of the 
road? 

If there is any relationship between speed of 
testing and lowering the temperature, cer- 
tainly it is easier to lower the temperature than 
to increase the speed within the limits in which 
we are interested. 

I hope that out of this research we may 
obtain a new concept of how to view the 
intrinsic behavior of a piece of metal when it is 
subjected to deformation at extremely high 
rates of loading. 


J. H: Hottomon.—The question Colonel 
Cox has introduced concerned us a great deal 
during the early stages of the research of which 
this paper is a partial report. There is con- 
siderable evidence, however, that the effects 
of strain rate and temperature when properly 
considered are equivalent. Carpenter and 
Robertson?’ suggested a qualitative relationship 
between the two variables several years ago. 
Dr. Zener and I attempted to determine 
whether or not this relationship was quanti- 


27 H. Carpenter and.J. M. Robertson: Metals, 
1, England, 1939, Oxford Univ. Press. 
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tative, and we believe that it is. The relation- 
ship between the effects of strain rate and 
temperature is similar to a relationship between 
the changes of pressure and volume in an ideal 
gas. The nature of the relationship between 
pressure, volume and temperature of an ideal 
gas permits an infinite number of combinations 
of pressure and volume for a given temperature. 
The pressure for a given temperature varies 
reciprocally with the volume. In parallel 
fashion, for a given yield strength, the loga- 
rithm of the strain rate varies with a reciprocal 
of; the absolute temperature. There is, in an 
analogous fashion, an infinite number of 
possible combinations of strain rate and 
temperature, which will produce the same yield 
strength. The relation between the strain rate 
and temperature has béen discussed in the 
paper. The exact nature of the dependence of 
the mechanical properties on temperature is 
not important to this relationship. 


G. Sacus,* Cleveland, Ohio.—I would like 
to emphasize the fact, which Dr. Poncelet has 
pointed out, that all relations between temper- 
ature and speed can be valid only. for speeds 
that are very slow in comparison with the 
propagation speed of elastic waves. At very 
high speeds, no simple relation between speed 
and impact energy can be expected. 


J. H. Hortomon.—I should like to agree 
with Professor Sachs that this paper is con- 
cerned with speeds that are relatively slow 
compared with the speed of propagation of 
elastic waves in steel. However, it is believed 
that at least the qualitative relation between 
the effect of strain rate and temperature that 
has been proposed will be valid even at these 
higher rates of loading. 


S. L. Hoyt, Columbus, Ohio.—The author 
gives an important and timely discussion of 
the mechanics of a notched bar. A major point 
is the discussion of the respective roles of 
triaxial stress and stress concentrations, and 
the relief of the latter by a small amount of 
deformation at the root of the notch. The latter 
agrees nicely with opinions expressed by 
engineers that if the metal at the notch can 
deform by 1 to 2 per cent, any stress concen- 
tration from geometry is eliminated. 


* Case School of Applied Science. 
+ Battelle Memorial Institute. 


THE NOTCHED-BAR IMPACT TEST 


It seems to the writer that therein is a major 
reason for testing notched bars statically, so 
that a full stress-strain diagram can be ob- 
tained. The relatively small amount of-quan- 
titative testing that has been done indicates 
that there are important differences in be- 
havior, which show up directly or soon after 
bending starts, resulting either in an early 
crack of a brittle type or a late crack of a 
more ductile type. This suggests the desirability 
of separating the behavior during test into 
two steps, the first being the early elastic 
deformation and the second, subsequent 
plastic deformation. 

During the former, the stress concentration 
is present and must be significant. It would 


appear to the writer that this stress concen- — 


tration has an important bearing on the 
behavior, either (1) the opening of a crack, or 
(2) as the alternate behavior, the initiating of 
the plastic deformation which lowers the stress 
concentration. 

During the second stage of the test an 
analysis of the situation would require a 
running summary which would integrate the 
effects of the now modified geometry and 
stress system, and the altered cohesive and 
flow strengths of the steel. This subdivision of 
the behavior of a notched bar appears to be 
sound and correct, possibly necessary to its 
proper understanding. 

For notched-bar testing as commonly prac- 
ticed, the above is probably not of much 
significance, since the bars usually break in a 
ductile fashion with high energy values. 
However, the test becomes truly revealing of 
notch sensitivity or notch toughness when the 
conditions are determined that show the change 
from ductile to brittle behavior, the ‘‘match” 
point discussed in reference.2? The writer would 
like to see this point emphasized for notched- 
bar testing, since it seems important to ascer- 
tain the level of notch toughness in terms of 
notch geometry, temperature, and rate of 
strain, which limit ductile behavior. As a 
compromise or simplification, the double-width 
Charpy bar has been found to be useful by 
checking the steel under an additional degree 
of restraint, while the use of temperature as a 
variable is likewise helpful. 

2S. L. Hoyt: Notched Bar Testing and 


Impact Testing. Trans. A.S.T.M. (1938) 38, 
II, 162. 


DISCUSSION 


J. H. Hottomon.—Dr. Hoyt emphasizes 
that the fracture of a notched bar in impact 
consists of two phases: (1) the behavior of the 
material at the base of the preformed notch 
and (2) the behavior of the material at the 
base of the continuously changing forming 


crack. To understand completely the nature 


of the notched-bar impact fractures, the con- 


__ ditions surrounding these two phases of fracture 


_ 


eat hae ta, 


must be completely understood. The tem- 
perature at which completely brittle failure 
occurs, however, is controlled by the preformed 
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notch. Quantitative information concerning the 
transition from ductile to brittle failure, there- 
fore, can be obtained without a knowledge of 
the exact nature of the crack that progresses 
across the specimen. It is the conditions sur- 
rounding this transition from ductile to brittle 
failure that are of the greatest importance. 
The author does not believe that much informa- 
tion can be gained from testing double-width 
Charpy bars which cannot be obtained directly 
from any given standard test bar. 


Se ee 


| Hardness Measurement as a Rapid Means 
for Determining Carbon Content of Carbon and Low-alloy Steels — 


By K. L. Crarx* anp NicwoLtas Kowati* 


(New York Meeting, February 1944) 


Maximum furnace efficiency and close 
control of final steel composition demand 
that the steel melter be able to follow 
rclosely the variations in the carbon content 
of the bath. 

For many years, the fracture test has 
been used by melters for estimating carbon, 
because it requires only a very short time 
to pour a sample into a chill mold, cool it 
in water, break it with a sledge hammer, 
and observe the fracture. After long 
experience gained from the observation of 
such fractures, most melters are able to 
estimate the carbon content of steel with 
amazing accuracy, particularly in the 
lower carbon ranges. 

Notwithstanding the utility of the frac- 
ture test, there has been widespread inter- 
est in other methods for rapid ‘carbon 
determination to supplement it and to 
ensure against possible errors in human 
judgment. Several methods, based upon 
measurement of magnetic properties as 
functions of carbon content, have been 
described in the literature!~® and have been 
found to give reasonably reliable results 
in plant practice when scrap composition 
is known and controlled. 

A difficulty encountered in the use of 
analyzers of the magnetic type is that 
alloying elements do change the relation- 
ship between carbon content and magnetic 
properties and it becomes necessary to 

Published by permission of the Navy 
Department. Manuscript received at the office 
of the Institute Nov. 26, 1943. Issued as T.P, 
1681 in METALS TECHNOLOGY, January, 1944. 

* Division of Physical Metallurgy, U. S. 


Naval Research Laboratory, Anacostia Station, 
Washington, D. C. 


1 References are at the end of the paper. 


establish calibration curves for all the 
expected combinations of alloy residuals 
that are not oxidized in the bath. The work 


reported here is of an investigation of a — 


method that is independent of alloying 


elements normally present in constructional — 


steels, being based upon the relatively well- 
known fact that in plain carbon and low- 
alloy steels martensitic hardness is a func- 


tion of carbon content alone. - -4 


Work OF OTHER INVESTIGATORS 


t 


In 1938, Burns, Moore and Archer pub- — 


lished a curve’ that showed that the hard- 


ness of martensite is a function of carbon ~ 
from o.10 to 0.50 per cent and is inde- © 


pendent of grain size or alloy content, at 


least within the range found in construc- ~ 
tional $.A.E. compositions. Some of the ; 
deeper hardening types investigated, how- 
ever, contained carbon to a maximum of 


only 0.20 per cent. 


Using this principle, Kern® developed a 


method of rapid carbon determination for 
S.A.E. 43xx steels. His procedure consisted 
of chill-casting a test bar that was large 
enough to give a surface that could be pre- 
pared for Brinell indentations. The test 
piece was quenched immediately after solidi- 
fication was complete and hardness readings 
were taken, so that the carbon content could 
be read from an experimentally determined 
curve giving the relationship between 
as-quenched hardness and carbon. 


EXPERIMENTAL WorRK 


Although Kern’s work had been done 
with a relatively deep-hardening steel, it 
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appeared that, with certain modifications, 
the method could be made applicable to 
carbon steels and to the shallow-hardening 
alloy steels as well as the deeper hardening 
alloy types. In order to assure reasonably 
complete hardening in as many types of 
steel as possible, it was necessary to reduce 
the test piece to minimum dimensions 
compatible with ease of handling and 
accuracy of hardness measurement. A 


specimen having a diameter of }4 in. was 


found suitable provided the Rockwell test 
was used to measure hardness. 

The technique involved in sampling and 
testing is as follows: A sample is removed 
from the bath in a small, well-slagged 
spoon. The slag is skimmed off and the 
metal deoxidized with an excess of alumi- 
num, to prevent porosity. The sample is 
then poured into a runner cup centered 
over the cavity of the chill mold shown in 
Fig. 1. Since solidification occurs very 
rapidly, the runner cup is knocked to one 
side immediately and the mold is sprung 
apart by means of beaker tongs welded to 
the mold halves (Fig. 2). The hot test 
piece (estimated to be at 2000°F.) is 
quenched in a pail of agitated ice water. 
A sample in the form of .a short cylinder 
is taken from the thin section by making 
parallel transverse cuts, approximately 34 
in. apart, with a water-cooled abrasive cut- 
off wheel. The burrs are ground from the 
edges of the parallel faces and three or 
four Rockwell readings are taken midway 
between center and outside on one of the 
cut surfaces. The carbon content is then 
read from a curve of as-quenched hardness 


‘and carbon content previously determined 


by the combustion method. The entire 
procedure requires approximately two 
minutes. 


Although the method is simple, certain 


precautions are necessary to ensure reliable 
results: 

1. It is. essential that the test piece be 
released rapidly from the mold into the 
quenching bath. Otherwise its temperature 
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may be lowered to a point where incom- 
plete hardening will result from the quench. 

2. During cutting, a stream of coolant 
must be directed upon the abrasive wheel 


SPLIT IN MOLD 


Fic. 1.—SPLIT CHILL MOLD. 


Material 14-inch round cold-rolled steel. 


and the specimen, to prevent tempering. 
Submerged cutting is preferred. 

3. Usual precautions regarding hardness 
testing must be observed. Of the conditions 
that may cause erroneous hardness read- 
ings, most act to cause, low readings. It is 
advisable to take the highest Rockwell 
reading’ if variation occurs in any one 
sample. Frequent checks on the calibration 
of the machine should be made by means 
of standard hardness blocks. 

Fig. 3 is a curve plotted from the data 
obtained by taking samples from more than 
60 induction-furnace steel heats. Hardness 


See) 


measurements were made in the manner 
described and, in each case, metal from 
the sampling spoon was analyzed for carbon 
by the combustion method to establish the 


HARDNESS MEASUREMENT FOR DETERMINING CARBON CONTENT 


The size of specimen and conditions of 
quenching must be standardized in order 
that reproducible, quantitative results 


may be obtained. It is believed that the 


, 
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Fic. 2—MoLp ASSEMBLY AND TEST PIECE, }4 NATURAL SIZE. 


calibration. The steel compositions upon 
which this curve was based included car- 
bon, medium manganese, medium man- 
ganese-molybdenum, copper, and various 
unclassified. low-alloy steels (containing 
nickel to a maximum of about 0.50 per cent, 
chromium in varying quantities to about 
the same maximum, and combinations of 
the two with and without molybdenum). 
No attempt was made to segregate the 
steels into alloy types; all values were 
plotted on the same curve. 


DISCUSSION OF RESULTS 


The points show very little scatter from 
the average curve. The mean deviation is 
less than 0.01 per cent carbon and only a 
few points fall beyond 0.02 per cent carbon 
within the range indicated. 

For purposes of comparison, Kern’s data 
were converted from Brinell to Rockwell C® 
and plotted on the same coordinates (Fig. 
4). The spread between the two curves is 
due probably to the difference in section 
size of the test pieces and possibly to the 
variations that usually arise in converting 
hardness values from one scale to another. 
The hardness values obtained by Burns, 
Moore, and Archer, also shown in Fig. 4, 
are considerably higher than those obtained 
by quenching the cast test pieces. 


14-in. diameter specimen used in these 
experiments approaches the optimum size. 
The quenching practice employed appears 
satisfactory; it might be changed, however, 
to give different though reproducible 
values. In any case it is desirable to check 
the curve and technique carefully by 
laboratory control before attempting to 
adapt it to routine practice. 

It is to be emphasized that the carbon 
content cannot be determined by this 
method for steels that contain alloying 
elements in quantities sufficient to cause 
appreciable amounts of austenite to be 
retained under the conditions of quench 
stipulated. 


CONCLUSIONS 


The method described is considered to 
be a satisfactory shop method for carbon 
control during melting of plain carbon and 
low-alloy steels, for several reasons: 

t. Results are reproducible and suffi- 
ciently accurate. 

2. Testing procedure is rapid. 

3. Simplicity of the method makes it 
possible to train unskilled personnel readily. 

4. The calibration of the hardness-test- 
ing equipment can be checked easily and 
quickly. 


—— 
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5. Alloying elements in the low-alloy 
steels do not affect the determination; in 
fact, it can be said that they are beneficial, 
since they increase hardenability. 
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DISCUSSION 
(F. B. Foley presiding) 


N. C. Fiex,* Columbus, Ohio.—We are in 
agreement with the authors that a rapid, 
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HARDNESS MEASUREMENT FOR DETERMINING CARBON CONTENT 


practical test such as they propose will be of 
considerable value to the steel melter who must 
follow closely the variations in carbon content 
of the bath. The authors obtained their speci- 
mens by use of a chill mold, and that sectioning 
was a necessary prerequisite to hardness 
testing. By using an aspirator bulb and length 
of glass tubing, we have been able to obtain a 
test specimen so uniform and smooth that 
satisfactory Rockwell readings can be taken 
directly on the surface. 

The bulb is released at the moment the tube 
is dipped into the deoxidized metal and the 
unit is immediately quenched into an iced 


brine bath. Since a part of the glass remains - 


on the specimen and serves.as an insulator 
between the metal and the quenching bath, 
it is necessary to record as the maximum 
Rockwell hardness the highest readings ob- 
tained, which are found, of course, where the 
glass immediately broke away from the 
specimen when quenched. Cross-section hard- 
ness readings of specimens both as quenched 
from the glass tube and as reheated and 


quenched from 2000°F. were nearly identical 


to the surface hardness readings obtained 
during the original quench. 

With reference to Fig. 4, the hardness values 
have fallen between the curves of Burns, Moore 
and Archer and those of the Naval Research 


Laboratory. For a 0.32 carbon steel; Burns, 


Moore and Archer obtained a Rockwell C 
hardness of 56.5, Battelle 55, Naval Research 
Laboratory 51.5, R. O. Kearn 50; for a 0.39 
carbon steel, the values are 59.5, 58.5, 56, and 
54, respectively. 

These observations have been made on a 
limited number of heats in the 0.30 to 0.40 
per cent carbon range and no final conclusions 
with respect to possible extent of application 
can be reached until more data have been 
accumulated. 
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Fracture and Comminution of Brittle Solids 


By EuGENE F. PoNncetet* 


(New York Meeting, February 1944) 


ABSTRACT 


THIS paper attempts to analyze the 
phenomena involved, in the fracture of 
brittle solids by simple compression. 

Glass squares standing on edge, and 
compressed between two parallel steel 
jaws, developed jagged fractures, roughly 
parallel to the compression. Polarized 
light disclosed the presence of high local 


‘stress concentrations indicating poor con- 


tact all along the contact surfaces with the 
steel jaws. Teszar has shown that partial 
contact between the jaws and such a 
compressed solid causes tensile stresses in 
the free surfaces of the solid normal to 
the compression. Furthermore, Scoble 
has shown that in brittle solids fractures 
are caused by, and develop normally to, a 


such “partial-contact” cracks must be 
expected. 

With optically flat jaws and specimens, 
no “partial-contact” cracks developed. 
Instead, very smooth cracks vertical to 
the compression appeared upon release of 
the pressure. Investigation showed that the 
friction with the rigid steel opposed the 
return of the glass to its original width, 
after creeping on the steel as compression 
built up, thus setting up tensile stresses 
in the glass surfaces. It was not found 
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sufficient tensile stress. It follows that 


possible to eliminate these “release” 
cracks. 

Compressed to destruction, such speci- 
mens flew to dust. A Microflash photograph 
taken during the explosive disintegration 
revealed: (1) oblique parallel fragmentation 
cracks, 30° off the direction of the compres- 
sion; (2) transverse forking fragmentation 
cracks, normal to the former; (3) release 
cracks parallel to the compression; (4) a 
disintegration cloud. 

Given a distribution of submicroscopic 
cracks of random orientation throughout 
the glass, Griffith has shown the highest 
tensile stresses to be located at the tip of 
the cracks 30° off the direction of the com- 
pression. Although the preexistence of such 
cracks or flaws in unstressed glass is doubt- 
ful, they can be generated by the distorting 5 
forces set up by the compression itself. 

Atoms, in a structure held together by 
Morse-type forces or bonds, have under 
tension both a stable and an unstable state 
of equilibrium. The difference in energy 
level between these two states is a function 
of the tension, and this difference must be 
borrowed from the thermal energy level 
of the bonds to reach the unstable state and 
result in a broken bond. As the fraction 
of the bonds having at any instant a suffi- 
cient thermal energy level is a known func- 
tion of that level, it is possible to determine, 
in function of the prevailing tension, the 
fraction of the bonds that are broken. 

Upon breaking of the bond uniting two 
atoms at the tip of an advancing crack, the 
two atoms accelerate away from each other, 
causing in the solid propagation of a 
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longitudinal pressure*pulse normal to the 
crack plane on each side of the crack, and 
of a transverse pulse in the crack plane. 

Upon reaching the next bond ahead of 
the crack front, the transverse pulse raises 
the stress at that bond to the crack-tip 
tension. Were this crack-tip tension suffi- 
cient to break every bond as it is met, the 
crack front would advance at transverse 
wave velocity; as not all of them are 
broken, the average crack velocity is 
proportionately less. The crack velocity 
is consequently a function of the broken- 

‘bond frequency and consequently of the 
crack-tip tension. 
- This crack velocity is essentially unstable 
and it accelerates or decelerates with such 
rapidity that a crack usually appears 
either moving at top velocity or standing 
still. This top velocity corresponds to such 
high stresses at the crack tip that broken 
bonds also appear in the vicinity of the tip 
obliquely to the crack plane, and open up 
deviating cracks. When viewed on edge, 
such cracks appear as forking cracks. This 
phenomenon causes a diversion of energy 
from the crack front in different directions, 
thus effectively holding the crack-tip 
stresses—and with them the crack veloci- 
ties—below a top ceiling. 

The parallel longitudinal pressure pulses 
emanating from an advancing crack reflect 
at a free boundary as parallel tension pulses 
and as transverse pulses of the same direc- 
tion but of lesser velocity. It so happens 
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that the reflected pulses from any first 
crack in the compressed specimen oriented 
30° off the compression are the only ones 
that could possibly have set off the oblique 
fragmentation cracks; also the transverse 
fragmentation cracks observed. ; 
The kick-back of energy, released in the 
shape of pressure pulses by the rupture of a 
bond at the tip of an advancing crack front, 
is the same on both sides of the crack. The 
concentration of pulse energy in the two 
fragments resulting from the crack is conse- 
quently inversely proportional to the 
volume of these fragments. It happens that 


the stress carried by their reflected pulses, — 


required to produce further cracks in the 
fragments, is proportional to this pulse- 
energy concentration. The larger frag- 
ments, therefore, have less tendency than 
the smaller fragments to fracture further, 
and then eventually form residual particles 
unable to split further, while the smaller 
fragments repeat the process. These smaller 
fragments continue splitting up and throw- 
ing off residual particles of smaller and 
smaller size until the whole solid is reduced 
to a collection of residual particles, having 
a definite size distribution. 

The large amount of energy stored in 
the compressed. specimen produced such 
high energy concentrations in all the frag- 
ments that residual particles were not 
formed before a very small size was reached 
and consequently appeared as a disintegra- 
tion cloud. 


The Influence of Various Elements upon the Position of the 
Eutectoid in the Iron-carbon (Carbide) System 


By Cart L. SHAPIRO* AND JEROME STRAUSS,* MemsBers A.I.M.E. 


(Chicago Meeting, October 1943) 


Tuts is a critical examination of the 
theory that the amount of carbon necessary 
to form the iron-carbon (carbide) eutectoid is 
lowered by the addition of any carbide-form- 


| ing element. Although this theory has been 


built up over a long period of years, it 
appears, in the light of recent published 
investigations upon the ternary constitu- 


' tional diagrams of iron with carbon and 


other alloying elements, to be no longer 
tenable. A survey of these new results, 
summarized below, 
known) some metals lower the carbon 
content of the iron-carbon (carbide) eutec- 
toid, whereas others raise it, but (as not 
heretofore clearly set forth) some first 
move the eutectoid in one direction and 
then, at higher concentrations, shift it in 
the opposite direction. Moreover, these 
differences in behavior exist even among 
the common alloying metals classed as 
carbide formers. 


PART I 
INFLUENCE OF BoDY-CENTERED CUBIC 
ELEMENTS 


The effects of the various body-centered 
cubic metals (chromium, tungsten, molyb- 


-denum, vanadium, columbium and tan- 


talum) are reviewed individually. 


Manuscript received at the office of the 
Institute July 2, 1943. Issued as T.P. 1646,in 
METALS TECHNOLOGY, December 1943. 

* Vanadiurh Corporation of America, New 


~ York, N. Y. 


1 References are at the end of the paper. 
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shows that (as is | 


Iron-carbon-chromium System—In the 
monograph on Alloys of Iron and Chro- 
mium, Kinzel and Crafts! concluded that 
the carbon content of the eutectoid is 
lowered by increasing the chromium con- 
tent. The quantitative influence of chro- 
mium on the eutectoid point of iron-carbon 
alloys was shown by Monypenny? (Fig. 1) 
and no data have been forthcoming to 
refute his findings. 

Tron-carbon-tungsten System.—Gregg,* in 
the monograph on Alloys of Iron and 
Tungsten, accepted the data showing that 
tungsten decreases the amount of carbon 
required to form the eutectoid. The in- 
fluence of tungsten on the eutectoid 
percentage of carbon as determined by 
Oberhoffer and Daeves! is shown in Fig. 2; 
these results have received general approval. 

Iron-carbon-molybdenum System.—In the 
monograph on Alloys of Iron and Molyb- 
denum, Gregg® reviewed the work of 
Guillet,® Swinden,’ and Reed,® all showing 
that molybdenum lowered the carbon con- 
tent of the eutectoid, whereas Takei® con- 
tradicted this conclusion. Svetchnikoff and 
Alferova,! a little later, showed that large 
additions of molybdenum shift the eutec- 
toid to the right. These last-named investi- 
gators found that molybdenum, up to 1.2 
per cent, shifts the pearlite point and the 
point of maximum solubility of cementite 
in the gamma phase only: slightly in the 
direction of lower carbon content; on the 
other hand, increasing amounts of molyb- 
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denum above 1.2 per cent first results in a 
double carbide and then abruptly moves 
the pearlite and maximum cementite solu- 
bility points to higher carbon content; when 


1.0 
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changes with the amount of the element 
present; viz., (1) small amounts of molyb- 
denum dissolve in the ferrite and decrease 
the amount of carbon necessary to form 


Carbon, per cent 
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‘Fic. 1.— INFLUENCE OF CHROMIUM ON THE EUTECTOID POINT. (Monypenny.*) 
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_ Fic, 2,—INFLUENCE OF TUNGSTEN ON THE EUTECTOID POINT. (Oberhoffer and Daeves.*) } 


the molybdenum content has reached ro 
per cent, the eutectoid point is at 1.32 per 
cent carbon, with its cementite limit as 
1.83 per cent carbon. 

Thus, a summary of the effect of molyb- 
denum upon the eutectoid position seems 
to indicate a directional behavior that 


1 
the eutectoid composition; (2) when a 
certain molybdenum content is added to 
iron-carbon alloys, a double molybdenum 
carbide is formed and the carbon content 
of the eutectoid from that concentration 
upward must be increased in order to com- 
pensate for carbon loss due to carbide 
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_ formation, so that the eutectoid position is 
shifted toward higher carbon content with 
increasing proportions of molybdenum. 

Tron-carbon-vanadium System.*—Al- 


Iron-carbon-tantalum » System.—Gender 
and Harrison”? recently investigated the 
effect of tantalum upon iron-carbon alloys. 
Although no ternary equilibrium diagram 


* Hougardy | 
x Wever, Rose & fggers | 
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though Reed,’ Guillet, Portevin,!? Gie- 
sen!5 and Arnold and Read!‘ claimed that 
the amount of carbon required to produce 
the eutectoid structure is lowered by vana- 
dium, the recent researches of Oya,}* Vogel 
and Martin,!* Hougardy"’ and Wever, Rose 
and Eggers!® show the contrary; namely, 
that vanadium increases the amount of 
_ carbon required to form the eutectoid per- 
centage instead of lowering it. This is 
indicated in Fig. 3, which is compiled 
' from the ternary equilibrium diagrams 
of the four last mentioned investigations. 
Tron-carbon-columbium (Niobium) Sys- 
tem.—The iron-carbon-columbium ternary 
system has been recently investigated by 
Eggers and Peters.'* The effects of 0.2 to 
about 2.0 per cent columbium upon the 
_ iron-carbon (carbide) eutectoid are shown 
_ in Fig. 4. Eggers and Peters’ results indi- 
cate that columbium shifts the eutec- 
toid point to the right or higher carbon 
concentrations. 


* Abstracted from the forthcoming mono- 
graph, ‘‘ The Alloys of Iron and Vanadium.” 
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was constructed and columbium existed as 
an impurity in the tantalum, their results 
reveal definite indications. They stated that 
tantalum very markedly reduces the pro- 
portion of pearlite present and, if sufficient 
tantalum is added, a hypereutectoid steel 
(containing 1.20 per cent carbon) will 
appear to be structurally similar to an 
ordinary 0.60 per cent carbon hypoeutec- 
toid steel; only 2.2 per cent tantalum is 
necessary to effect this change. High per- 
centages of tantalum, such as 18 per cent, 
will, according to these authors, remove all 
pearlite present even in a hypereutectoid 
steel of 1.20 per cent carbon. 

These results indicate that tantalum 
very effectively combines with carbon and 
shifts the eutectoid to higher carbon 
concentrations. 

Summary.—Consideration of all avail- 
able data thus shows definitely that the 
theory that all body-centered cubic carbide- 
forming elements shift the eutectoid point 
to lower carbon contents is not valid. The 
only body-centered cubic carbide-forming 
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elements that shift the eutectoid to the 
left are chromium and tungsten, whereas 
vanadium, columbium and tantalum defi- 
nitely move it to the right, toward increas- 
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Fic. 4.—IWFLUENCE OF COLUMBIUM ON THE 
EUTECTOID POINT. (’ggers and Peters.}) 


ing carbon content. Molybdenum can be 
classified as an intermediate element, since 
small proportions shift the eutectoid to the 
left and large amounts move the eutectoid 
composition to the right. 

These conclusions are illustrated by the 
following diagram: 


Effect of Body-centered Cubic Elements upon the 
Eutectoid Position 
INCREASES CARBON DECREASES CARBON 


CONTENT CONTENT 
——Molybdenum——> 
Vanadium Chromium 
Columbium Tungsten 

Tantalum 
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PART II 


INFLUENCE OF OTHER ALLOYING 
ELEMENTS 


In part I of this critique, the influence 
of the body-centered cubic metals upon 
the eutectoid position was discussed. This 
section summarizes the existing informa- 
tion on the effects of other common alloy- 
ing elements upon the eutectoid position. 
The results, in part I, are taken from the 
latest published ternary constitutional 
diagrams. 

Iron-carbon-aluminum System.—Lohberg 
and Schmidt?! summarized all the existing 
work upon the iron-carbon-aluminum con- 
stitutional diagram prior to their investiga- 
tion of this system. Although many points 
are in doubt, all investigators seem to agree 
that increasing percentages of aluminum 
shift the eutectoid position toward higher 
carbon contents. 

Tron-carbon-beryllium System.—Gajew 
and Ssokolow?? investigated the iron-rich 
section of the iron-carbon-beryllium sys- 
tem. Their results, approximated in Fig. 5 
from their diagrams, reveal that beryllium 
moves the eutectoid position to the right. 

Iron-carbon-cobalt System— Vogel and 
Sundermann?’ studied the ternary system 
of iron-carbon-cobalt. The effect of cobalt 
upon the position of the iron-carbon (car- 
bide) eutectoid is shown in Fig. 6, which 
was approximated from their data on this 
system. These results disclose that increas- 
ing amounts of cobalt shift the eutectoid 
position to the left, or in the direction of 
decreasing carbon content. 

’ Iron-carbon-copper System.—Although 


the iron-carbon-copper ternary constitu- — 


tional diagram is imperfectly surveyed, the 
results as recorded by Gregg and Daniloff?4 
indicate that the effect of copper upon the 
eutectoid position is to shift it toward 
lower carbon contents. 
Iron-carbon-manganese System.—Bain, 
Davenport and Waring?® determined the 
influence of manganese upon the eutectoid 
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Fic. 5.—INFLUENCE OF BERYLLIUM UPON THE EUTECTOID POSITION. (Gujew and Ssoklow.?*) 
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position. Their data, reproduced as Fig. 7, 
indicate that increasing percentages of 
manganese progressively lower the iron- 
carbon (carbide) eutectoid composition. 


0.90 


ON 
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lowers the carbon content of the eutectoid 


(Fig. 9). 


ron-carhon-titanium System.—Tofaute 
and Buttinghaus”® studied the iron-rich 
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Iron-carbon-nickel System.—Marsh?* has 
summarized the existing information on 
the iron-carbon-nickel constitutional dia- 
gram. According to Fig. 8, nickel decreases 
the carbon content of the iron-carbon 
(carbide) eutectoid. 

Iron-carbon-silicon System.—Greiner, 
Marsh and Stoughton?’ show that silicon 


(Marsh.?8) 


section of the ternary iron-carbon-titanium 
constitutional diagram. Their equilibrium 
results are approximated in Fig. ro and 
indicate that titanium increases the carbon 
content of the eutectoid. 
Iron-carbon-zirconium System.—Vogel 
and Léhberg”® investigated the iron-carbon- 
zirconium ternary system. Fig. 11, which is 
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_ approximated from Vogel and Léhberg’s Summary.—The influence of various 
_ data, shows that the carbon content of the alloying elements, other than the body- 
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Fic. 9.—EFFECT OF SILICON ON EUTECTOID POINT. (Greiner, Marsh and Stoughton.2") 
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iron-carbon (carbide) eutectoid increases centered cubic metals, upon the position of 
_ progressively with zirconium. the iron-carbon (carbide) eutectoid has 
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been briefly set forth in the foregoing. These 
effects are summarized in Table 1. 


TABLE 1.—Effect of Some Alloying Elements 


upon the Eutectoid Position 
INCREASES CARBON DECREASES CARBON 


CONTENT CONTENT 
Aluminum Cobalt 
Beryllium Copper 
Titanium Manganese 
Zirconium Nickel 

Silicon 


PART III 


A PrRopos—eD THEORY TO EXPLAIN THE 
INFLUENCE OF VARIOUS ELEMENTS 
UPON THE EUTECTOID POSITION 


Since no adequate explanation could be 
advanced in support of the earlier theory, 


TABLE 2.—Effect. of Various Alloying 
Elements upon the Carbon Content of 
the Iron-carbon (Carbide) Eutectoid 


Moves Eutectoid | Moves Eutectoid ete onan S 
to Right to Left etal 
Right 
Aluminum Chromium Molybdenum 
Beryllium Cobalt 
Columbium Copper 
Tantalum Manganese 
Titanium Nickel 
Vanadium Silicon 
Zirconium Tungsten 


one is now presented which explains the 
mechanism by which various elements alter 
the eutectoid position. As a basis for this 
explanation, the published effects of the 


te 
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various elements upon the position of the 
iron-carbon (carbide) eutectoid, which were 
discussed in parts I and II, are compiled 


in Table 2. Inasmuch as the majority of 


the elements listed in Table 2 are known 
carbide formers, the ternary constitutional 
diagrams of all of these elements were sur- 
veyed for carbide formations. The results 
obtained are given in Table 3. Since this 
table shows that some of the elements that 
move the eutectoid to the left are non-car- 
bide-forming while the remainder in this 
group (middle column, Table 3) are carbide 
formers, the ternary equilibrium diagrams 
of these elements were again examined. 
The ternary iron-carbon-chromium con- 
stitutional diagrams by Tofaute, Sponheuer 
and Bennek,®° and Tofaute, Kuttner and 
Buttinghaus®! show that, at rather high 
chromium contents, a peritecto-eutectoid* 
reaction replaces the eutectoid reaction. 
The effect of increasing chromium content 
upon the position of the peritecto-eutectoid 
reaction is shown in Fig. 12, which is com- 
piled from their ternary sectional diagrams. 
These results disclose a linear relationship 
between carbide formation and peritecto- 
eutectoid position, as was previously shown 
in Fig. 3, presenting the influence of vana- 
dium upon the eutectoid position. Con- 
*For a description of the sense in which 


the authors have employed this term, see 
appendix A. 


TABLE 3.—Initial Classification of Alloying Elements Based upon Reported Effects on the 


Eutectoid 
Moves Eutectoid Carbid Moves Eutectoid : Moves Eutectoid * 
to Right rbides eoiLett Carbides to Left then | Carbides 
Right 

Aluminum........ (ALACa) Chromium...... Fe, Cr)1C f 
Beryllium........ e2C) Gobalts ee Ti{AOne Ss ee ee oe 
Columbium....... (CbaCy) (CbC)} Copper. ........ none 
Tantalumsc css c TaC Manganese..... ((Fe,-Mn)sC), ((Mn, Fe)4C), 

age ; Mn, Fe)7C;° 
Titanium........; Nickel cnccem te ((Fe, Ni)sC)¢ 
Vanadium....,... ViCs), (VC) | Silicon......... none (?)4 
Zirconium........ r Tungsten....... ((Fe, W)«C), (WC)¢ 


a Composition of carbides varies with chromium concentrations. 
> Composition of carbides varies with Mn concentrations (Wells3s). 


¢ Waterhouse.*4 
a Composition of complex compound undetermined. 
« Decomposition 


W)«C)) (Gregg’). 


product of either or both tungsten-bearing cementite and the ternary compound ((Fe, 


w = double carbides of Fe and Mo; @ = Mo2C, which is capable of dissolving Fe and Mo (Gregg$), 
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sequently, it may be stated that in the 
ternary iron-carbon-chromium system chro- 
mium first lowers the carbon content of the 
forming definite 


eutectoid and, after 
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The ternary constitutional diagrams, 
including manganese, nickel and other 
metals with iron and carbon, respectively, 
are also very incomplete. If it is assumed 


Carbon, per cent 
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Fic. 13.— EFFECT OF BODY-CENTERED-CUBIC ELEMENTS ON EUTECTOID COMPOSITION. 


carbides, the eutectoid reaction becomes a 
peritecto-eutectoid reaction and is moved 
linearly to higher carbon contents with 
increasing chromium content. 

Since the incomplete iron-carbon-tung- 
sten ternary diagram does not offer definite 
data to plot the peritecto-eutectoid reaction 
that exists within this system, some perti- 
nent summaries of Takeda’s work®? by 
Gregg’ are presented below to illustrate 
the possible similarity of the behavior to 
that in the iron-carbon-chromium system: 


The As_n curve—i.e., the intersection of the 
Az and An surfaces—is raised with the in- 
creased tungsten content up to 1335°C. 
(peritecto-eutectic point) at 12 per cent tung- 
sten, 0.33 per cent carbon. The carbon content 
in this eutectoid composition decreases with 
the addition of tungsten and becomes 0.2 
per cent at 4 to 5 per cent tungsten, beyond 
which it increases. 

The range consisting of the alpha, delta 
and eta phases exists in temperature ranges 
below 735°C. (1355°F.) at which a peritecto- 
eutectoid reaction, ytn@a+@,_ takes 
place. This composition range shifts toward 
the higher carbon side as the tungsten content 
increases. 


that definite carbides exist within these 
systems, peritecto-eutectoid reactions must 
occur and the positions of these reactions 
must be moved linearly toward higher 
carbon content with increased alloying. 
Table 4 reclassifies the various elements 


based upon these assumptions plus the © 


limited data available. According to these 
and Fig. 13, there are four classes of 
elements: 

Class I. Elements that progressively 
increase the carbon content of the eutectoid 
composition and widen the ferrite field. 

Class II. Elements that progressively 
decrease the carbon content of eutectoid 
composition and narrow the ferrite field. 


Class III. Elements that, up to a certain 


concentration, first decrease the carbon 


content of the eutectoid composition and ~ 


narrow the ferrite field and, beyond this 


concentration, raise the carbon content of — 


the eutectoid composition and enlarge the 
ferrite field. 

Class IV. Elements that, up to a certain 
concentration, first raise the carbon content 


: 


of the eutectoid composition and enlarge 


the ferrite field, and, beyond this concen- 
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tration, lower the eutectoid composition 
and restrict the ferrite field. 

Elements of class I are strong carbide 
formers. and appear to have a greater 


* Hougardy 


x Wever, Rose & Eggers 


carbon, Fig. 14 presents the calculated 
eutectoid composition of a carbon steel 
containing various amounts of vanadium 
without taking into consideration the very 
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affinity for carbon than does iron. Conse- 
quently, these elements will first combine 
with the amount of carbon required to ful- 
fill the composition of their respective 
carbides before iron can form cementite. 
As a result of this primary carbide forma- 
tion, the amount of carbon remaining to 
form cementite or pearlite is reduced and, 
for any constant carbon content, the 
increase in ferrite or decrease in cementite 
is almost proportional to the amount of 
alloying element. In other words, in order 
to produce a eutectoid steel containing any 
element of class I, the carbon content of 
plain carbon steel must be increased by 
exactly the same amount that the element 
requires to form its respective carbide or 
carbides. This additional amount of carbon 
can be easily calculated if the composition 
of the carbide or carbides and the solubility 
of the class I element in ferrite* is known. 

As a specific instance, if it is assumed 
that the eutectoid is at 0.85 per cent 


* By this is meant, not the solubility in 
the absence of carbon but the solubility 
of the carbide of the element at the eutectoid 
temperature. 


slight solubility of vanadium or vanadium » 
carbide in iron. 

Any great deviation between the ob- 
served and calculated eutectoid lines of 
class I elements indicates the presence of 
another carbide richer or poorer in carbon 
content, depending upon whether the cal- 
culated carbon percentage of the eutectoid 
is higher or lower than the observed results. 
Class I elements do not enter into true 
eutectoid reactions, but rather peritecto- 
eutectoid reactions. As soon.as any element 
of class I forms a definite carbide, which 
exists in equilibrium with austenite above 
the gamma — alpha transformation tem- 
perature, the eutectoid reaction 


yFe = aFe + FesC 
‘becomes peritecto-eutectoid 
yFe* + X,C.f =—aFe + FesC + X,C.z 


Elements of class II possess a greater 
affinity for iron than for carbon. These 


eeel iene Le 
* Solid solution of carbon, with or without 
the alloying element, in austenite. 
+ Compound of alloying element and carbon 
with or without iron. 
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elements of class II form varying solid 
solutions with iron and carbon and do not 
form any definite carbides with carbon 
alone or with iron and carbon. If class II 
elements formed carbides of any descrip- 
tion, they would automatically in some 
composition range undergo a peritecto- 
eutectoid reaction which would tend to 
shift the eutectoid (peritecto-eutectoid) to 
the right and thereby they would be classi- 
fied as class III elements instead of class II. 
Whether or not such a reaction would shift 
the position of the eutectoid (peritecto- 
eutectoid) to a higher carbon content than 
that of the iron-carbon (carbide) eutectoid 
is inconsequential in this discussion. 
Elements of class III partake of the 
behavior of classes II and I in this order. 
These elements, according to their con- 
stitutional diagrams, first restrict the 
solubility of carbon in gamma iron and, on 
subsequent cooling below the temperature 
of initial alpha-iron formation, the carbon 


content of the iron-carbon (carbide) eutec- 


toid is not proportional to the amount of 
alloying element but decreases asymmet- 
rically in relation to the alloying element 
content. This latter observation is illus- 
trated in the various diagrams presented 
(Figs. 1, 2 and 7), which show the effect of 
alloying upon the eutectoid position. The 
reason for this decrease in percentage of 
alloying element per per cent carbon may 
lie in the formation of double carbides, 
which vary in their content of iron, carbon 
and alloying element. The carbide com- 
positions first formed are rich in iron and 
poor in alloying element and, as the per- 
centage of alloying element increases, the 
carbides become proportionately richer in 
alloying element until the double carbide 
of iron, carbon and alloying element either 
‘ disappears to form an iron-free carbide 
(alloying element plus carbon) or a low- 
iron, high-alloying-element carbide. 
Elements of class IV theoretically should 
first respond as class I and then as class II. 
The mechanism is the same as that of 


/ 
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class III, but in reverse. Although this type 
of reaction does not seem to occur in any 
of the ternary constitutional diagrams of 
iron and carbon with a third element, it 
seems possible that such a reaction may 
conceivably occur in other types (non- 
ferrous) of ternary diagrams where com- 
pounds apparently have decreasing and 
increasing solubility ranges.* 

This explanation of the increase or 
decrease in the carbon content of the iron- 
carbon (carbide) eutectoid by alloying 
encompasses all alloying elements in steel 
regardless of their lattice structure. The 
effects, as distinguishing the several classes, 
are shown graphically in Fig. 15. Whenever 
two or-more elements of the various classes 
are alloyed, the sum total of their effects 
cannot usually be deduced by combining 
their individual influences, but most likely 
will be in the direction of the stronger 
element or in the direction of the element 
that is present in the greatest concentra- 
tion. It may also be possible that, when 
elements of various classes are employed 
together, their individual influences may 
be severely altered so that jointly they may 
respond in an entirely different manner. 


Conclusion 


From the evidence submitted in parts 
I and II of this paper, it is quite apparent 
that the alloying elements influence the 
iron-carbon (carbide) eutectoid in such 
manner as to classify them as follows: 

Class I. Elements that increase the car- 
bon content of the iron-carbon (carbide) 
eutectoid. These elements form definite 
carbides and the carbon content of the 
eutectoid (peritecto-eutectoid) increases 
almost proportionally to the amount of 
carbon required by these elements to, ful- 
fill their structural formulas. . 

* As indicated, no such condition is known in 
iron-rich systems of iron, carbon and third 
elements. The possibility of a condition of this 
type, however, may be present on the alloy- 


rich side of such a system or (as noted) in 
nonferrous systems. 
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_ Class II. Elements that decrease the 

carbon content of the iron-carbon (carbide) 
_eutectoid. These elements form varying 
solid solutions with iron and do not form 
any definite carbide directly with carbon 
or with iron and carbon. 

Class III. Elements that first decrease 
and then increase the carbon content of 
the iron-carbon (carbide) eutectoid. These 
elements first form varying solid solutions 
r varying compounds with iron or iron 
and carbon and, at certain alloying con- 
centrations, form rather definite carbides 
and undergo peritecto-eutectoid reactions; 
hence the decrease and subsequent increase 
_ of the carbon content of the entectoid. 


PART IV 
FURTHER THEORETICAL CONSIDERATIONS 


In parts I and II of this paper, the effects 
of various elements upon the carbon con- 
‘tent of the eutectoid position were sum- 

marized. From the results of this survey, a 
theory was presented in part III which 
explains the data reported in parts I and 
II. However, the authors do not feel that 
their theory is complete because some parts 
of the various constitutional diagrams 
have never been investigated. Conse- 
“quently, although their presented theory 
is in accord with the reported results, they 
believe that this theory must be slightly 
- modified to include the following suggested 
_ probabilities. 
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The basis of these suggestions is that 
the ternary constitutional diagrams of 
class I elements (Table 4) are incomplete 
in the lowest ranges of alloy content. The 


Temperature 


Fic. 15.—EFFECT OF VARIOUS CLASSES OF 
ALLOYING ELEMENTS ON THE EUTECTOID 
POSITION. 


diagrams show that the various elements of 
class I form definite iron-free carbides as 
soon as any appreciable amount of the 
alloying element is added. This results in re- 
placing the eutectoid (yFe = aFe + Fe3C) 
by a peritecto-eutectoid reaction (yFe + 
X,C, = aFe + FesC + X,C,) with a con- 
sequent linear increase in carbon content 


TABLE 4.—Later Classification of Alloying Elements Based upon Assumptions and 
Unconfirmed Predictions of Their Effects on the Eutectoid 


Carbides 


4 Class I Carbides Class II Carbides Class III 

. Oe Se eee SS eS eee 

Me Afuminam.......|(AlC:) | Cobalt........ Molybdenum. .| («), (6)? 

4 Senne bet Beach Copper......-- one Chromium.....| (Fe, Cr)1Ca), (Fe, Cr) aC) 
Columbium...... (CbsC3) (CbC)]| Silicon.......- None(?)2 Lpielon pak tere, f ©), CW Min Fe).C) 
‘Tantalum. «22 (TaC) g: 5S Sta Foros 

SP Titanium... ..... (TiC) Nickel.......- ((Fe, Ni)sC)/ 

_ -Vanadium....... (VsCa), (VC) 

\ Zirconium....... (ZrC) 


iti ) d undetermined . : ; 
ig bcg Dee eae iecad Mose = Mo.C, which is capable of dissolving Fe and Mo (Gregg'). 


* ¢ Composition of carbides varies with 
4 Decomposition product of either or 
- W)sC)_ (Gregg*). 
¢ Composition of 
J Waterhouse.* 


i a tk 


chromium concentrations. y 
both tungsten-bearing cementite and the ternary 


compound ((Fe, 


carbides varies with Mn concentration (Wells33). 
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of the eutectoid (peritecto-eutectoid). What 
the authors suggest is that at low alloying 
concentrations of perhaps less than about 
0.2 per cent or, in some instances, much 
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— 


carbides are present, to replace the eutec- ~ 
toid by a peritecto-eutectoid and shift the — 


carbon content of the reaction linearly to 
the right in direct proportion to the carbon 


0.50 — 


0.40 


Alloying elements, per cent 
Fic. 16a. 


Carbon, per cent 


0 Alloying elements, per cent 
Fic. 160, 


_ less than even o.1 per cent, these elements 
may be found to form a eutectoid with 
extremely limited solubility and, when 
larger amounts are added, the excess 
carbide gives rise to a peritecto-eutectoid 
reaction. The result of the limited solu- 
bility and formation of a eutectoid would 
be to lower slightly the carbon content of 
the eutectoid and, as soon as any excess 


0.20 


necessary to replace the carbon converted 
into these carbides. This has been pre- 
viously shown for chromium and molybde- 
num, respectively. 
graphically shown in Fig. 16. 

Fig. 16a shows the suggested formation 
of eutectoid and peritecto-eutectoid reac- 
tions that are identical in general form 
with those of the ternary iron-carbon- 


A generalization is_ 
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- chromium constitutional diagram (Fig. 12). 


The percentages of alloy required to re- 


place the eutectoid by a peritecto-eutectoid 


reaction could be extremely small (less 
than o.2 per cent, even as little as 0.005 
per cent). In the iron-carbon-chromium 


a ternary diagram (Fig. 12) the actual value 


: 
5 


is high (close to 3 per cent). Another com- 
parison may be made (between Fig. 166 
and Fig. 13); typical results have been 


~ already reported in the ternary iron-carbon- 


molybdenum system in which the effect 


of molybdenum per unit of alloying is not 


so marked as are the effects produced by 


_ the potent elements of class I. 


In summation, the authors suggest that 


- extremely small amounts of class I ele- 
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ments, which form definite iron-free car- 


_ bides, first lower the carbon content of the 


eutectoid and, as soon as definite insoluble 
‘carbides are formed, the carbon content 
of the eutectoid (peritecto-eutectoid) is 
moved linearly to the right. This suggestion 
would automatically transfer elements of 
class I to class III (Table 4). However, 
ome differentiation must be made between 
class I elements, which form iron-free 
carbides, and class III elements, which 
form iron-containing carbides. The future 
must decide, however, whether class I 
elements should be grouped as the authors 
have done in Table 4 or placed in class II, 
which would be then subdivided into class 
IIIa, elements forming iron-free carbides, 
and class IlIb, elements forming iron- 
containing carbides. The distinction would, 
- of course, be drawn not solely on this basis 
of carbide type but on the results in respect 
to the general magnitude of the alloy 
addition necessary to effect the shifting 
in the direction of eutectoid movement. 


n 


CONCLUSION 


In conclusion, it should be emphasized 
that it was the hope of the authors in pre- 
paring this paper that it might lead those 
who may now or in the future have time 


and facilities available to undertake addi- 


Te 


~) 


tional experimental work on these ternary 
systems. Such efforts should ultimately lead 
to accumulation of data on the basis of 
which an understanding of these phe- 
nomena could result that would represent 
an advance beyond the present concep- 
tions, which, while useful, need to be 
supplemented in order that we may have 
a more precise understanding of what may 
have seemed to some to be simple reactions, 
but which are believed to be more complex 
than has been generally accepted. 


APPENDIX A 


While in the process of writing this 
paper, the question of nomenclature be- 
came paramount. This was especially true 
in describing a normal eutectoid reaction 
(see Appendix B for definitions) which 
contained in equilibrium a compound 
(carbide). After much consideration, the 
term ‘“‘peritecto-eutectoid reaction” was 
adopted because of its previous usage and 
its similarity to a “peritectic reaction” 
(see Appendix B). 

In order to simplify the term ‘‘peritecto- 
eutectoid” or ‘‘peritecto-eutectoid reac- 
tion,” the authors define it broadly in the 
manner in which they have applied it 
throughout the preceding text. - 

In the binary constitutional diagram of 
iron and carbon (carbide), at approxi- 
mately 0.83 per cent carbon, austenite 
transforms into two phases (ferrite and 
lamellar cementite). This reaction was 
called a “eutectoid reaction” by Howe 
(see Appendix B) and the resultant product 
was termed “‘pearlite.” When an alloying 
element is added to the binary system of 
iron and carbon (carbide), the reactions 
in this ternary iron-carbon-alloying ele- 
ment system may or may not be similar 
to those in the binary iron-carbon (carbide) 
system, depending upon the following 
conditions: 

1. If the amount of alloying element is 
completely soluble in austenite, no appar- 
ent change should occur in the eutectoid 
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reaction beyond a change in eutectoid 
composition, transformation rates, trans- 
formation temperature, etc. 

2. If the amount of alloying element is 
greater than that soluble in austenite or 
the alloying element has a greater affinity 
for carbon than for iron, or vice versa, the 
alloying element will form a compound 
with carbon (with or without iron). As a 
result, the iron-carbon (carbide) eutectoid 
actually no longer exists, since it is a phe- 
nomenon resulting (on cooling) in only two 
phases (yFe —aFe + Fe;C), and is re- 
placed by a transformation reaction that 
yields three phases—yFe (solid solution) + 
compound (carbide with or without iron) = 
aFe + Fe;C + compound (with or without 
iron)—when cooled under equilibrium 
conditions. Therefore, in order to dis- 
tinguish this ternary iron-carbon-alloying 
element reaction from the binary iron- 
carbon (carbide) eutectoid reaction, the 
authors called it a ‘“‘peritecto-eutectoid” 
reaction, since it has been previously so 
described (see Appendix B). 

Another subject presented by the authors 
for discussion is the question of eutectoid 
and  peritecto-eutectoid transformation 
temperatures. In the binary iron-carbon 
“(carbide) system, the eutectoid reaction 
occurs at approximately 723°C. (1333°F.), 
or over a temperature range that is ex- 
tremely narrow. However, in a ternary 
system of iron and carbon with an alloying 
element that forms a compound, the 
peritecto-eutectoid transformation extends 
over an appreciable temperature range, 
since the alloy compound precipitates 
preceding or during the austenite trans- 
formation. Consequently, the transforma- 
tion temperature range extends over a 
wide temperature interval instead of an 
extremely narrow one, as in the iron-carbon 
(carbide) system. This has been recorded 
by the authors for the ternary iron-carbon- 
vanadium system (see forthcoming “ Alloys 
of Iron and Vanadium” Monograph). b. 
Kjerrman [Trans. Amer. Soc. Metals (1926) 
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9, 430-451] also reported similar effects 
in plain carbon steels, caused by the 
presence of phosphorus, silicon and 
manganese. 


APPENDIX B 


DEFINITIONS OF EUTECTOID 


Thus a steel of 0.90 per cent carbon* 
consists of pearlite alone... is called 
‘“eutectoid.”’ 

* In the case of pure carbon steel the eutec- 
toid carbon content is about 0.90 per cent. 
But the carbon content of the eutectoid may 
prove to be affected by the presence of other 
elements, that carbon content with which 
pearlite alone, without either additional ferrite 
or cementite, is formed in the transformation. 
Steel which thus consists of pearlite aléne 
should be called eutectoid, even if, because of 
the presence of manganese, or other pene- 
trating elements, its carbon content should 
vary from 0.9 per cent. - 


H. M. Howe: The Metallography of Steel 
and Cast Iron. New York, 1916. McGraw- 
Hill Book Co. 641 pp. 

Steel made up exclusively of pearlite is now 
quite universally called ‘‘eutectoid”’ steel, 
after Howe, the name suggesting the great 
resemblance between pearlite and eutectic 
alloys, while at the same time clearly indicating 
that pearlite is not a true eutectic alloy. 

A. Sauveur: The Metallography and Heat- 

Treatment of Iron and Steel. The Uni- 

versity Press, Cambridge, Mass., 1935. 

531 pp. ; 

At the point S, where the solubility curve 
of ferrite intersects the solubility curve of 
cementite, the solid solution (austenite) is 
saturated with respect to both ferrite and 
cementite, and both of these phases are pre- 
cipitated at constant temperature with a 
considerable evolution of heat, as an intimate 
mixture which, from its analogy to a eutectic 
is termed the eutectoid. 

Z. Jeffries and R. S. Archer: The Science 

of Metals. New York, 1924. McGraw-Hill 

Book Co. 460 pp. 

We need merely to substitute the word “solid 
solution” for the words “liquid solution” or 
“melt” in the diagram for the eutectic and 
we have instead of the simple eutectic reaction 
the exact case of austenite (solid solution) 
decomposition in steel to form pearlite, called 


“eutectoid” to distinguish it from the liquid 


reaction. 


hy 
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G. E. Doan: The Principles of Physical 
Metallurgy. New York, 1935. McGraw- 
Hill Book Co. 332 pp. 


For the eutectoid mixture which does not 
arise in the liquid state (in freezing) but is due 
to a transformation, Howe has proposed the 
name eutectoid. 


E. Heyn and M. Grossmann: Physical 
4 Metallography. New York, 1925. John 

Wiley & Son. 440 pp. 
_ _When the alloy has all the characteristics 
“of the eutectic mixture which separates from 
a liquid solid and, since the separation takes 
place from a solid solution, the name eutectoid 
is commonly given to it. 

R. S. Williams and V. O. Homerberg: 


Principles of Metallography. New York, 
1928. McGraw-Hill Book Co. 259 pp. 


| DEFINITIONS OF PERITECTIC 


The temperature at which this reaction 
_ takes place is called the peritectic temperature, 
and the reaction itself is referred to as the 
f peritectic reaction. When this reaction occurs, 
_ there are different solid phases in equilibrium 
_with the melt above and below the peritectic 
temperature. During the peritectic reaction 
there are three phases (two solids and one 
liquid) in equilibrium, so that the temperature 
must remain constant until at least one of the 
* phases disappears. 
“4 Z. Jeffries and R. S. Archer: The Science 


- of Metals. New York, 1924. McGraw-Hill 
* Book Co. 460 pp. 


— Group III, Alloys Whose Two Component 
“Metals Exhibit Unlimited Intersolubility in 
“the Liquid State, a Partial Solubility in the 
Solid State, and the Curves of Primary Solidifi- 
cation Intersect a Transition Point Which 
: Correspond to the Temperature of the Peri- 
 tectic Reaction. Like the alloys of Group I 
_ and II, those here show complete liquid solu- 
_ bility; like the alloys of Group IIb, they show 
partial solid solubility. Differing, however, 

from any case of Group II, the curves of the 
liquids of this series of aloys intersect, not at 
a minimum, but at a transition point, in 
. temperature somewhat between the melting 
points of the two metals. The temperature of 
-< intersection corresponds to that of a reversible 
_ chemical reaction, called the peritectic reaction. 
_ This reaction, on cooling, occurs between the 


sein tii tii 


solid phase already formed (the properitectic 
phase) and the residual melt, to form a new 
solid phase, either another solid solution, or an 
intermetallic compound; from these two possi- 
bilities arise the two subdivisions of the group. 

When the Product of the Peritectic Reaction 
is a solid solution, the reaction may be ex- 
pressed as follows: 


Melt + alpha solution = beta solution. 


When the product of the peritectic 
reaction is an intermetallic compound, the 
reaction may be expressed as follows: 


Melt + solid N @ M,Ny. 


L. R. Van Wert: An Introduction to 
Physical Metallurgy. McGraw-Hill Book 
Co. 272 pp. New York, 1936. 


Previous USAGE OF THE TERM 
“ PERITECTO-EUTECTOID”’ 


The determination of the nature of the non- 
variant reaction in the y-phase of vanadium 
steels depends on whether the A: point of 
carbon steel is raised or lowered on the addition 
of vanadium. If the A; point is raised on the 
addition of vanadium, the non-variant reaction 
should be peritecto-eutectoid, and if lowered, 
it should be ternary-eutectoid. 

According to the results obtained the Ai 
point of carbon steel is raised about 10°C. 
with 0.2 per cent vanadium and 15°C. with 
0.5 per cent vanadium, remaining constant 
on further increasing the vanadium. From this 
fact, it is considered that the non-variant 
reaction in the y-phase is a peritecto-eutectoid 
reaction. 

M. Oya: Metallographic Investigation of 

Vanadium Steels. Sci. Repts. Tohoku 

Imperial Univ. (1930) 19, 331-365. 

The curved surfaces of S4Pi:P2P7and SiS2P2P; 
(hatched in Fig. 6) are the solubility surfaces 
of e(V4Cz) and Fe,C, respectively, in the solid 
solution, and point f: (Figs. 5, 6 and 7), show 
the composition of the @ solid solution in 
equilibrium with the y phase O at the peri- 
tecto-eutectoid point. 


M. Oya: On the Equilibrium of the Iron- 
Vanadium-Carbon System. Sci. Repts. 
Téhoku Imperial Univ. (1930) 19, 449-473. 


The range consisting of alpha, delta and eta 
phases exists in temperature ranges below 


352 


735°C., at which a peritecto-eutectoid reaction, 
y+n a+ 6 takes place. This composition 
range shifts towards the higher carbon side 
as the tungsten content increases. 

Point O is a peritecto-eutectoid point at 
which an invariant reaction 


yotn Baan +9 


takes place; this reaction will be denoted by 
Ay. Its composition lies at about 1 per cent 
tungsten, o.9 per cent carbon, and its tem- 
perature is 2° to 3°C. higher than that of the 
A, point in the plain carbon steel. 

Other references were also made by Takeda 
to peritecto-eutectoid reactions. 


S. Takeda: Metallographic Investigation 
of the Ternary Alloys of the Iron-Tung- 
sten-Carbon System. Introduction and 
Part I: On the Carbides in Tungsten 
Steels. Part II: Transformation and 
Constitution of Tungsten Steels. Part III: 
The Equilibrium Diagram of the Iron- 
Tungsten-Carbon System. Tech. Repts. 
Téhoku Imperial Univ., Sendai. (1930) 
9, 483-514, 627-664; (1931) 10, 42-92. 


J. L. Gregg: Alloys of Iron and Tungsten. 
New York, 1934. McGraw-Hill Book Co. 


5II pp. 
OY (Fe)-phase is decomposed by the peritecto- 


eutectoid reaction: 


y+ W 2 Fe;C + a(Fe) 


Takesi Takei: On the Equilibrium Diagram 
of the Iron-Molybdenum-Carbon System. 
Kinzoku no Kenkyu (1932) 9, 97-1243 
142-173. 


J. L. Gregg: Alloys of Iron and Molyb- 


denum. New York, 1932. McGraw-Hill 
Book Co. 507 pp. 
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DISCUSSION 


(Carl M. Loeb, Jr., presiding) 


L. D. Jarre,* Cambridge, Mass.—This 
paper contains a useful presentation of the 
existing data, and brings out the often neg- 
lected fact that addition of an alloying element 
may change the nature of the eutectoid reac- 
tion. The authors’ theory of the mechanism 
by which various elements alter the “eutec- 
toid” position, and the resulting predictions 
of the effects of the several elements, is an 
interesting contribution. 


* Laboratory of Physical Metallurgy, Har- 
vard University. 
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One point in appendix A, however, does not 
seem to be wholly clear. It is stated that the 
peritecto-eutectoid transformation, 


yFe + compound = aFe + FesC + compound 


extends over an appreciable temperature 
range. This statement is difficult to reconcile 
with the phase rule, which indicates that in a 
three-component system at an arbitrary. 
(atmospheric) pressure four phases can exist 
in equilibrium only at one temperature and 
with one composition of each phase. Does 
“appreciable” temperature range perhaps 
refer to a “‘pro-peritecto-eutectoid” austenite 
“compound” or austenite-cementite reaction, 
analogous to the pro-eutectoid austenite- 
cementite reaction in the iron-carbon binary 
system, rather than to the “peritecto-eutec- 
toid” reaction itself? 


C. L. SHAPIRO and J. Strauss.—Mr. Jafie’s 
pertinent question has been answered in part by 
himself and is explained in paragraphs 1 and 2 
of Appendix A. As stated in paragraph 1: if the 
alloying element is completely soluble in 
austenite, the allotropic transformation (ter- 
nary eutectoid) reaction behaves simply like 
an austenite-cementite (proeutectoid austenite- 
cementite) reaction that occurs normally in 
the iron-carbon (carbide) binary system. How- 
ever, as stated in paragraph 2 of Appendix A, if 
an alloy carbidic compound is formed and 
dissolved in austenite, the binary eutectoid 
reaction becomes peritecto-eutectoid and the 
gamma-alpha transformation becomes a “pro- 
peritecto-eutectoid” austenite—‘‘alloy com- 
pound” reaction, as Mr. Jaffe describes it, 
instead of a pro-eutectoid austenite-cementite 
reaction. On cooling from the peritecto- 
eutectoid transformation temperature range 
(since the reaction occurs over a temperature 
range and does not take place at a single con- 
stant temperature) cementite is precipitated 
from the alpha-iron solid solution and the final 
aggregate at room temperature becomes ferrite 
(alpha iron) plus cementite plus the carbidic 
alloy compound. 


Orientation in Low-carbon Deep-drawing Steel 


By James K. STANLEY* 


(Chicago Meeting, October 1943) 


PREFERRED orientation, particularly in 
irons and low-carbon steel, is a phenomenon 
that is both of considerable importance and 
theoretical interest. At times it is a liability 
and at other times an asset. In deep-draw- 
ing operations, preferred orientation is 
extremely undesirable because it necessi- 
tates trimming operations and increases 
scrap loss. Furthermore, oriented metals 
are likely to crack more easily than ran- 
domly oriented material because the 
forming of symmetrical and unsymmetrical 
shapes out of preferentially oriented metals 
and alloys increases the probability of 
rupture in regions of high stress, owing to 
differential ductility. In the electrical 
industry, on the other hand, preferentially 
oriented silicon irons are in demand for 
transformer application because of the 
improved magnetic permeabilities in the 
rolling direction.2 This phenomenon of 
preferred orientation in soft magnetic 
materials has been responsible for the tre- 
mendous improvement in transformer 
design and construction in recent years. 

Directional properties in metals have 
received a great deal of attention in the 
metallurgical literature,*~? in which much 
of the information reported about orien- 
tation has been obtained by conventional 
methods, mechanical properties and X-rays. 
A wealth of data has been obtained and 
often at a great expenditure of time. The 


Manuscript received at the office of the 
Institute May 5, 1943. Issued as T.P. 1635-in 
METALS TECHNOLOGY, September 1043. 

* Research Engineer, Research Laboratories, 
Westinghouse Electric and Manufacturing Co., 
East Pittsburgh, Pa. 

1 References are at the end of the paper. 


recent introduction of the magnetic torque 
measurements on ferromagnetic materials 
provides a very simple and rapid method of 
evaluating orientation. The judicious use 
of the method can supply important in- 
formation, but it should be borne in mind 
that such studies must be supplemented by 
X-rays, optical methods,!®° and etch and 
pressure figures!! to get a rational under- 
standing of the orientation phenomena. 

No claims are made that the magnetic 
torque of evaluating orientation will reveal 
the behavior of the metal in deep drawing. 
For this purpose the accepted tests for 
deep-drawing quality must be used. For a 
good drawing stock, which must have low 
impurities, desirable grain size, ductility, 
strength, hardness, good surface, random 
orientation, and good recrystallization 
behavior, it cannot be expected that any 
simple test will be satisfactory for apprais- 
ing all the factors. The only factor on which 
the magnetic method can be used is 
orientation, which is, of course, of con- 
siderable importance. When directionality 
can cause a ro to 15 per cent change in 
tensile strength and a 100 to 300 per cent 
change in tear length,!* it goes without 
saying that a reliable as well as rapid 
method for detecting these changes would 
be desirable. 


There are certain inherent advantages in 


testing orientation by the torque method: 
The method is rapid with the proper type 
of equipment; no elaborate preparation of 
specimens is required—it is only necessary 
to punch or machine a t-in. disk of the 
sheet material and insert it into the testing 
device. 
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The method will not contribute much to 
the solution of deformation processes and 
textures or even recrystallization textures 
but it is a convenient tool for following 
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If, however, a mechanical torque is 
applied to the disk to prevent its rotation, 
and if the magnetic torque is plotted for 
various angular positions, the angle be- 
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Fic. 1.— MAGNETIC TORQUE CURVES OBTAINED ON INDICATED PLANES IN IRON-SILICON ALLOYS. 


changes in orientation due to rolling and 
heat-treating... 


MAGNETIC TORQUE MEASUREMENTS AS AN 
INDEX OF ORIENTATION 


It is fairly well known that single 
crystals of ferromagnetic materials have 
directions of easy magnetization as well as 
directions of difficult magnetization’. 
Ina polycrystalline material it is possible— 
by choice of rolling and annealing con- 
ditions—to get individual crystals to align 
themselves in such manner as to obtain 
preferred orientations, in which case it is 
also possible to have easy and difficult 
directions of magnetization.?!~*4 If a disk 
of a single crystal or an oriented poly- 
crystalline material is mounted in a strong 
magnetic field, the field will tend to rotate 
the disk so as to bring one of the easy 
directions of magnetization into the direc- 
tion of the field (see Appendix). 


tween the field and the direction of 
magnetization, the shape of the curve 
obtained will depend upon the kind of 
orientation present in the disks.* If random 
orientation exists in a polycrystalline metal 
there will be no variation; if the orientation 
of a disk is well developed the type of curve 
may approach that of a single crystal. This 
is shown in Fig. 1. 

Experimentally there are several ways of 
determining these torque curves. A torsion 
instrument!* can be used in which the 
restoring torque is obtained by twisting 
the wire supporting the disk and acting as 
its axis. Another method is that of using an 
‘analytical balance with the disk mounted 
at the center of the balance bar, the axis 
of the disk passing along the knife edge.?° 
The amount of weights required to bring 

*No attempt will be made here to discuss 


the curves in terms of anisotropy constants. 
For discussion see Tarasov and Bitter. 5 
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the balance to equilibrium is a measure of 
the restoring torque. Still another method 
is that developed by Dr. S. Siegel, of the 
Westinghouse Research Laboratories, in 
which a change in flux in a disk rotating 
in a magnetic field activates a fluxmeter, 
which operates an automatic recording 
device, thereby drawing the torque curve. 

The maximum amplitude of the torque 
curve is then a function of the degree of 
preferred orientation (see Appendix). If the 
amplitude is measured in some arbitrary 
units and divided by the thickness of the 
material, an index of the orientation can be 
obtained. While the torque method does not 
offer any solution as to the nature of the 
orientation present, in terms of planes and 
directions, it does afford a very rapid way 
of determining the degree of orientation of 
the predominant crystallographic structure 
once the basic orientation has been 
established. 


’ SCoPE OF PRESENT INVESTIGATION 


While a logical sequence of exposition of 
orientation phenomenon would consist of 
hot-rolling, cold-rolling, and _ recrystalli- 
zation orientations, it was found advisable 
to treat the development of cold-rolling and 
recrystallization orientations before the 
hot-rolling orientation, because the torque 
studies .were very informative about the 
first two but not about the latter. 

The paper reports and discusses the 
phenomenon of orientation in low-carbon 
steel under the following sections: 

1. Cold-rolling Orientation Changes in 
orientation were observed on the steel that 
had received two preliminary treatments 
(to study their effect) before the material 
was cold-rolled. 

a. A portion of the deep-drawing stock, 
which had been received in a cold-finished 
condition, was recrystallized for 10 hr. at 
700°C. before cold-rolling in order to re- 
move all evidence of cold-work. 

b. Another portion of the stock was 
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heated to 980° and 1000°C. above the 
critical temperature, and was furnace- 
cooled through the transformation to 
remove previous orientations before it was 
cold-rolled. 

c. Some as-received material also 
was cold-rolled without any treatment 
whatever. 

2. Recrystallization Orientation.—The de- 
velopment of the recrystallized orientation 
by annealing the cold-rolled material men- 
tioned in section x was studied after 
annealing for various times at different 
temperatures. 

a. The cold-worked material that had 
received a preliminary anneal at 700°C., 
and which subsequently was cold-rolled 
various amounts, was recrystallized at 600° 
and 850°C. Samples were furnace-cooled 
at approximately 5° per minute. 

6. The cold-worked material that first 
had been heated above the A; also was 
cold-rolled and then recrystallized at 600° 
and 850°C. 

c. The as-received material that had 
been only cold-rolled was recrystallized at 
600°C. . 

3. Destruction of Orientation by Cooling 
from above the Critical. 

4. Hot-rolling Orientation. 

5. Appendix: Theory of Method Used for 
Measurement of Magnetic Torque. 


GENERAL PROCEDURE OF ROLLING, 
HEATING AND ANNEALING 


Cold-rolling was carried out on a four- 
high mill, using working rolls of 2-in. 
diameter. It was done carefully by using 
light reductions—about 5 per cent per pass 
—to prevent overheating. 

For hot-rolling, the material was reduced 
on a two-high mill with rolls of 5-in. 
diameter. 

Annealing, for heating through the 
critical range and for recrystallization, was 
carried out in a dry hydrogen atmosphere 
with a minus 60 to minus 70°C. dew point, 
in which state the gas may be considered a 
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neutral atmosphere. The bright surfaces 


caused by the anneal made ideal surfaces 


for rolling and punching dies for torque 


ol 


testing. 
For hot-rolling the strips were heated in 
an-electric air-muffle furnace. 


Cold-rolling Orientation 


Material Recrystallized at 700°C. before 


Cold-rolling—The material used for this 


test was a cold-finished deep-drawing steel 
0.061 in. thick, of the following com- 


_ position: Carbon, 0.05 per cent; manganese, 
_ 0.35; phosphorus, 0.012; sulphur, 0.031; 


silicon, 0.01. 

Prior to rolling, this strip was recrystal- 
lized ro hr. at 700°C. It was then reduced 
various amounts on the four-high mill, 


_ after which 1-in. disks were punched for 
' magnetic testing. 


In Fig. 2 are the torque curves observed 
in this cold-rolled strip. Type I was 
obtained for reduction up to about 30 per 
cent and type II above 59 per cent. In the 
region from 30 to so per cent, type II is 
superimposed on type I, giving rather 
complex torque curves. 

Curves of type I,* probably mixtures of 
the recrystallization orientation and the 
cold-rolling orientation (type II), do not 
show any variation in torque amplitude 
with increasing cold-work. In the region 30 


- to 50 per cent reduction, the curves are not 


amenable to study because of their com- 
plexity. Curves of type II, however, can be 
analyzed because they show a variation of 
amplitude with cold-working. 


* The origin of this type of torque curve is 
somewhat obscure but it may be explained asa 
combination of the (110) and (oo1) planes 
because if single-crystal planes of 3.25 per cent 
silicon iron (110) and (oo1) are used for torque 
curves and combined in different amounts, 
curves similar to that of type I are obtained. 
If the recrystallization texture, resulting from 
heating the cold finished strip, is assumed to be 
essentially that of {110} planes in the rolling 
plane or if the hot-rolling orientation is of the 
same kind, and if the cold-rolling orientation 


is largely of {001} planes, a combination of the 


two can lead to a torque curve of type Es 


OOF 


In analyzing the data, a convenient 
procedure is to plot the degree of orienta- 


= DAL ° t 
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2.—TYPICAL MAGNETIC TORQUE DIA- 
GRAMS OBTAINED ON ROLLING AND ANNEALING 
LOW-CARBON STEEL. 
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thickness, ¢. the initial thickness, and a the 

maximum amplitude of the torque curve — 
(Fig. 3). The data plot as straight lines and 

the value of such plots will become even 

more apparent in the discussion of the 

recrystallization orientation. 

Orientation Developed in Materials Fur- 
nace-cooled from 980° and 1000°C. before 
Cold-rolling—The low-carbon steel used 
was supposed to be a hot-rolled product 
finished by cold-rolling. It was decided that 
heating this material above the critical 
temperature might remove evidences of 
any hot-work and cold-work. 

A sample of the steel was heated to 
980°C. in dry hydrogen and cooled in the 
furnace. The amplitude of the torque 
curves was very small, and for practical 
purposes it could be considered randomly 
oriented. After this treatment the strip was 
cold-rolled, punched, and tested. The data. 
are reported in Fig. 3. 


358 


The experiment was repeated by heating 
some other material to 1000°C., rolling, 
punching, and testing. These data are also 
plotted in Fig. 3. While the curves are 
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it is probable that the (100) planes be- 
come more parallel to the plane of the 
sheet and that the perfection in parallelism 
continues with increasing reductions and is 
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similar, they do not coincide; the reason 
for this is unknown. 

Orientation Developed in Cold-rolling As- 
received M aterial.—The low-carbon steel in 
the as-received condition has a magnetic 
torque curve of type I, Fig. 2, and remains 
in the initial as-received orientation up to 
about 30 per cent reduction. Beyond 30 per 
cent, the cold-rolled orientation appears 
(type II, Fig. 2) and the amount of the 
cold-rolling orientation increases with in- 
creasing cold-work (Fig. 3).  _ 


Orientation Developed in Low-carbon Steel by 
Cold-rolling 


Numerous investigations 2°-33 have been 
carried out on cold-rolled iron and steel and 
there is satisfactory agreement that the 
texture is chiefly one in which the [rro] 
directions of the grains lie along the rolling 
direction and that the (100) planes lie in 
the plane of the rolled sheet. Deviations 
from the ideal positions occur, of course, 
both as to directions about the rolling 
direction as an axis and of the planes with 
respect to the plane of the sheet. With 
severe cold-work, above 50 per cent, 


also undoubtedly favored by the thinning of 
the sheet. Simultaneously the deviation of 
the [110] from the direction of rolling also 
decreases with cold-work. This would ex- 
plain the increase in the degree of orien- 
tation with increasing deformation, as in 
Fig. 3. These’ observations are in accord 
with Post** and McLachlon and Davey.*® 


A single crystal of 3.25 per cent silicon - 


iron* of the (oor) plane gives identical 
torque curves (see Fig. 1) with those 
obtained for low-carbon steel by severe 
working. 


Recrystallization Orientation 


Orientation of Material Annealed and 
Cold-rolled, then Reannealed at 600° and 
850°C.—A sample of the cold-finished, low- 
carbon, deep-drawing steel was annealed 
to hr. at 700°C. in dry hydrogen to remove 
all traces of the finishing rolling. Cold-roll- 
ing was carried out from 0.061 to 0.003 in. in 
steps of about 5 per cent reduction. After 
the rolling and punching of two similar sets 

*Single crystals of iron large enough for 
torque testing are difficult to make because of 


the transformation. It is comparatively easy 
to make large crystals of silicon iron. 
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of the disks, one set was annealed 25 hr. 
at 600° and the other 25 hr. at 850°C., after 
which the disks were tested. 

The degree of orientation as a function of 
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the 850°C. anneal also are shown in Fig. 6. 
At this temperature the degree of preferred 
orientation is increased by continued an- 
nealing and probably will continue to 
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‘the initial and final thickness is shown for 
both temperatures in Fig. 4. The diagram 
indicates that at a certain deformation a 
maximum in the degree of orientation is 
reached. This critical deformation is in the 
range of cold-working specified in claims of 
cited patents.? 

Fig. 4 also indicates that higher temper- 
atures, as long as they are below the A3, 
are more favorable to the enhancement of 
preferred orientation than are low 
temperatures. 

Deformations up to 45 per cent gave 
complex torque curves on recrystallization 
and therefore were not used. 

Orientation of Material Furnace-cooled 
from 1000°C., Cold-rolled, Then Reannealed 
at 600° and 850°C.—After cold-rolling, one 
set of the material was recrystallized for 
various periods (1 hr., 25 hr. and 50 hr.) 
at 600° and another set (x hr., ro hr., 25 
hr. and 50 hr.) at 850°C. The change in de- 
gree of orientation with reduction on anneal- 
ing at 600°C. after cold-work is shown in Fig. 
5, which shows that prolonged annealing at 
this temperature does not result in any 
change in’ the orientation; i.e., there is 
neither an increase nor a decrease in the 
amount of preferred orientation. Curves for 
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improve with time as long as there is grain 
growth (coalescence). 

Orientation in As-received Material Cold- 
rolled and Then Annealed at 600°C.—This 
material had been cold-rolled various 
amounts after being received and was then 
annealed rr hr. at 600°C. to recrystallize it. 
The maximum in the degree of orientation 
appears to be about the same as for 
material that had been recrystallized 
before the cold-working. The curve ob- 
tained on recrystallization is similar to the 
600°C. curve of Fig. 4. 


Orientation in Recrystallized Low-carbon 
Steel 


The form of the torque curves obtained 
in the recrystallized material are of two 
types. Up to about 30 per cent reduction 
the form of the torque curves is of type I 
(Fig. 2), which has been considered as a 
mixture of the hot-rolled and cold-rolled 
orientations. From 30 per cent reduction to 
about 50 per cent the orientation is some- 
what complicated by the appearance of the 
recrystallized orientation in the material. 
Beyond 50 per cent reduction the form of 
the torque curve is of type III (Fig. 2), 
corresponding to an orientation having a 
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(x10) plane in the rolling plane and a [oor] 
direction parallel to the direction of rolling; 
i.e., the same type of torque curve obtained 
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In another series of tests the following 
was observed on as-received material that 
had been furnace-cooled from t1oo0°C. 
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for a (110) single-crystal disk as shown in 
Fig. 1. 


Destruction of Orientation by Cooling from 
above the Critical 


It would seem, since transformations 
proceed by well-defined crystallographic 
mechanisms, that such lattice changes 
might generate new preferred orientations. 
However, since distortion accompanies 
these allotropic changes, the nature of 
orientations formed may be so numerous 
that all traces of the primary preferred 
orientation would probably be erased. This 
seems to be true, but Tammann! found, 
in electrolytic iron, that a preferred orienta- 
tion is partly retained on normalizing. To 
get further data on this point samples of 
steel were used that had been cold-rolled 
various amounts, annealed at 600° to 
recrystallize them, and then heated to 950° 
and furnace-cooled. It was found that a 
trace of some complex orientation persisted 
in samples that had been originally cold- 
rolled less than 15 per cent but for samples 
that had been cold-rolled more than that 
amount and annealed before cooling 
through the critical, all traces of the 
recrystallization orientation disappeared. 


Three different treatments were given this 
furnace-cooled material: d 
1. A series of samples was reduced to 
various gauges from 0.060 (0 per cent reduc- 
tion) to 0.005 (92 per cent) by cold-rolling. 
2. Asecond series was similarly prepared 
and annealed 50 hr. at 600°C. 

3. A third series was similarly prepared 
and annealed so hr. at 850°C. 

All three lots of material were then 
heated above the critical (1o00°C.) and 
cooled in the furnace. In all cases where the 
strip had been cold-worked 40 per cent or 
more, with or without recrystallization 
before heating above and cooling through 
the critical; complete removal of orien- 
tation was obtained. 

It would seem then that in series 1, a 
preliminary cold-work of 40 per cent or 
more is a prerequisite for obtaining com- 
plete random orientation in low-carbon 
deep-drawing steel on cooling the material 
through the transformation. In series 2 and 
3, in which the material was recrystallized 
after cold-working, random orientation 
upon transformation results only in a pre- 
viously well-developed _ recrystallization 
orientation, which occurs when a material 
is cold-worked about 40 per cent or more 
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by rolling: followed by annealing. In the 
material cold-rolled less than 4o per cent as 
well as in the material recrystallized at 
600° and 850° after deformation up to 40 
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passes are too severe orientation can be 
retained even though the strip is above As. 
Hot-rolling near the A, always produces 
preferred orientation. 
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per cent, some complex residual orien- 
tation remained after cooling through the 
_ critical range. The amplitude of these 
_ residual complex curves was quite small 

and for practical purposes the orientation 
* can be considered virtually eliminated. 
It was also found, as might be expected, 

that pure-iron (0.006 per cent C) behaves 
_ similarly to the low-carbon steel. 


H ot-rolling Orientation 


Very little is known about hot-rolling 
orientation as compared witb our knowl- 
edge of cold-rolling orientation, because 
 hot-rolling orientations are not so pro- 
_ nounced and apparently do not lead to 
' deep-drawing difficulties as does _ cold- 
processed strip. Hot-rolling is considered 
here as rolling at or above red heat, say 

~ 600°C. 

- Goss*? says that low-carbon steel strip 
may or may not retain an oriented struc- 
ture on hot-rolling below the Az depending 
on the amount of rolling. Rolling above the 
Ag results in random orientation because of 

the transformation, but if the finishing 
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For hot-rolling experiments some hot- 
rolled steel of heavier gauge (0.133 in.) 
of a composition similar to the first mate- 
rial, was obtained. 

In these experiments, the strip was 
heated to the desired temperature in an 
air muffle furnace and immediately given 
one pass on a 5-in. diameter mill. After this 
single pass, the strip was cooled, samples 
cut and the strip reheated and given an 
additional pass, and so on. This rolling was 
done in the “alternate” sense; the first time 
one end was introduced into the rolls, 
identified by pointing the strip, and on the 
next reduction the opposite end entered 
the rolls. 

The torque curves obtained by hot- 
rolling at 950°C. and cooling through the 
transformation are extremely complicated 
and a different orientation appears at each 
reduction. Since each torque curve is 
different from each succeeding one, it indi- 
cates that different planes become parallel 
to the rolling plane after each reduction. 
Since the torque curves are not similar to 
some of the single-crystal torque curves, it 
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is impossible to say what the orientation is 
in kind and degree. 

Material rolled identically as above but 
in the “single” sense—i.e., the same end of 
the strip always entered the rolls—gave 
virtually the same complex torque curves. 

Torque curves were also obtained on hot- 
rolling the same steel at 800°C. It was 
found that there exists a degree of similarity 
in the curves but not sufficient to warrant 
any definite conclusion as to the orien- 
tation. About all that can be said about the 
hot-rolling orientation formed at 800° is 
that it is less complicated than the one 
formed at 950°C. 

Although the torque method of study of 
orientation in hot-rolling is not very 
informative, it can be said that hot-rolling 
does produce preferred orientations but 
these are rather complex, probably because 
numerous planes can orient readily in the 
rolling plane, particularly {211} and {100}, 
and to a lesser degree {rro}, {rrr}, {123}, 
and {310}. 


SUMMARY 


The development of orientation in cold- 
rolling of low-carbon deep-drawing steel 
has been followed by the magnetic torque 
method. A linear relationship was found 
between the degree of orientation and the 
logarithm of the ratio of the final to the 
initial thickness. When the steel strip was 
cold-rolled in the as-received, recrystallized, 
and normalized (furnace-cooled through 
the transformation) states, all materials 
showed this linear relationship on 
cold-working, 

The change in degree of orientation on 
recrystallization of the cold-worked ma- 
terial was also studied. A maximum in the 
degree of preferred orientation is found in 
the region 65 to 75 per cent reduction, 
when the cold-rolled strip was subse- 
quently recrystallized at 600° and 850°C. 
Prolonged annealing (up to 50 hr.) at 
600°C. does not result in any improvement 
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but prolonged annealing at 850°C. in- 
creases the degree of orientation. 

That preferred orientation, either in the 
cold-rolled or the recrystallized material, 
can be destroyed by heating the materials 
above the critical range is known, but 
complete random orientation does not 
occur unless the material has been cold- 
worked a minimum of 4o per cent or has a 
recrystallized preferred orientation. 

The magnetic torque method does not 
add any new knowledge on the nature of 
hot-rolling orientations other than to 
indicate that complex orientations are 
produced. 


APPENDIX 


The work done in magnetizing a cubic © 
crystal to saturation along a direction 
determined by the direction cosines aj, 
Qo, 3, with respect to cubic axes is 


E = Ko + Ki(@ias? + a?a3? + a3*ar;” 
+ Ko(ai?ao’a37) + -- > {x] 


where K, and Kz are anisotropy coefficients . 
and the Eq. 1 defines them. : 

If a thin single crystal, or an oriented 
polycrystalline disk, is placed in a strong 
magnet field, a torque about the axis © 
perpendicular to the plane of the disk acts 
upon it. The torque arises because the 
magnetization vector J is not parallel to 
the applied field H. A torque of magnitude ~ 
H X J = HJ, acts on the disk, where Jn 
is the component of magnetization normal 
to H. 

If the disk is uniformly magnetized to — 
its saturation intensity J,, the torque 
acting on the disk due to its anisotropy is 


or, taking the derivative of Eq. 1, 


T = —2K, (A, sin 2" + B, cos 2n6) 


I,2 


+ 2K» ys (C, sin 26 + Dn cos i) 


I,2,3 


- 


_ el 


where An, Bn, Cu, Dn, are functions of the 
orientation angles. 


For a simple case, for (oor) plane, the 


torque on a crystal disk about the (oor) 
axis normal to the disk s 


° 


f 


Ki 


i — > sin 40 


_ where @ is the angle between [oro| direction 


- 
ey 


, 


and the magnetization vector J. 
For a (110) plane the torque becomes 


Ks 
64 
(sin 26 + 4 sin 40 — 3 sin 68) 


= — © (2 sin 26 + 3 sin 48) — 


where @ is measured from the [oor] direction 


_ in the disk to J. 


or 


: 


t 


In our investigation a specimen of 1 in. 
diameter was mounted on a shaft and 
driven at rate of r r.p.m. Two coils of about 
2000 turns each, as half shells, cover the 
disks but do not turn with the specimen. 
This assembly is put between the poles of 


an electromagnet operated by storage 
- batteries. All determinations reported here 


"were taken at 2250 oersteds (10 amp. in 


our coil). 


ad 
‘, ; 
4 

. 

A 
2 
S 


- In measuring J, the plane of the coils is 
initially fixed parallel to H so that none of 
the flux due to H links the coils. The coils 
are a part of the fluxmeter circuit. The 


- variations in J, with the angular position of 


the disk in the magnet field are measured 
by the flux-meter circuit. 
A permanent record is obtained by driv- 


"ing the disk in synchronism with a paper- 


covered drum, so that the angular. position 


~ on the drum is related to that of the disk. 
-A photocell arrangement on a movable 


carriage with a pen attached follows the 


reflections from the mirror of the flux- 


ile) SS ai 


* 


‘meter, so that a torque curve is obtained. 
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(Anson Hayes presiding) 


L. P. Tarasov,* Worcester, Mass.—The 
results described in this paper are very similar 
to those obtained by the writer” several 


* Research Laboratories, Norton Company. 
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years ago when investigating the orientation 
behavior of a low-carbon silicon steel con- 
taining 3 per cent Si. Unfortunately, even 
though the experimental methods in the two 
cases were basically the same, different methods 
of expressing and plotting the data have 
obscured this similarity. 

Mr. Stanley has confined himself to the 
maximum amplitude of the torque curve while 
the writer dealt with this curve in terms of 
amplitudes of the two principal sinusoidal 
components. If T is the torque and @ the angle 
measured from the rolling direction, the torque 
curve is given accurately enough for orientation 
work by T = Aisin 26 + Az sin 40. Changes 
in the maximum amplitude of the torque curve 
and in the magnitude of A2, disregarding its 
sign, correspond very closely to each other 
when A>» is large compared with A; or when 
these two coefficients remain in the same 
ratio. In orientation studies like the present 
one, however, A; and A» vary independently 
of each other and the two may be of nearly 
the same size, with the result that the maxi- 
mum amplitude and A; do not change in the 
same manner. 

An advantage of the maximum amplitude 
is that it can be obtained easily by direct 
measurement whereas the coefficients A; and 
Az require a little calculation after measure- 
ments are made at certain selected angles. In 
routine work on specimens having a well- 
defined torque curve, the maximum amplitude 
is as satisfactory a criterion as any other. 
However, when the torque curves change in a 
complicated manner, as the author found for 
his hot-rolled specimens, there is a distinct 
advantage to expressing the results in terms 
of A, and A». Then a seemingly discontinuous 
change in the type of the torque curve will 
often be seen to be merely the result of the 
rapid passage of one of the coefficients through 
zero. A further advantage of these coefficients 
is that all the results of a given experiment can 
be plotted on a single graph, regardless of how 
the type of the torque curve happens to change. 

In calling the maximum amplitude the 
degree of orientation, there is a danger that 
the latter term may be misinterpreted by the 
average reader not familiar with magnetic 
torque studies. This term is really an abbre- 
viation for “apparent degree of orientation as 
detected by the magnetic torque method.” A 
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low torque curve for polycrystalline material 
may mean either that the texture is very 


random, or that the texture is predominantly ~ 
one with an orientation giving a low torque, or — 


that two or more textures are present, which 
individually would give high torque curves 


} 
f 


t 
i 
: 
} 


but which are so oriented that their torques — 


are oppositely directed and hence cancel out. 
To avoid the implication that the amplitude 


of the torque is related only to the degree of © 


perfection of the texture, it might be preferable 


to replace “degree of orientation” by a more 
noncommittal term, such as “orientation 
factor.” 

In order to compare the writer’s data on 
silicon steel with those presented in this paper 


on deep-drawing steel, it is best to transform 


the A, and A» values for the former into 
maximum amplitudes. When this is done, it is 
found that cold-rolled silicon steel follows a 
linear relationship, similar to those shown 
in Fig. 3. Inasmuch as his data are expressed 
in arbitrary units, it is not possible to decide 
which steel has the greater rate of increase in 
orientation factor as the percentage reduction 
increases. It is true that the orientation factor 
starts out higher for silicon steel, since in this 
case the straight line when extended slightly 
crosses the vertical axis before reaching the 
horizontal one, while the opposite is true«for 
the deep-drawing steel. Whether the orienta- 
tion factor for the silicon steel continues to be 
higher than the other at greater reductions 
can be determined only if Mr. Stanley recalcu- 
lates his data from arbitrary units of torque 
into absolute ones. 

It would be of considerable value to have 
such a comparison available because the two 
steels in question differ essentially only in 
their silicon content. Were the data expressed 
in absolute units, or, better yet, in terms of the 


‘anisotropy constant K,, it would be possible 


to see just how the addition of 3 per cent Si 
affects both the cold-rolling and the recrystal- 
lization textures. If other steels are later 
studied in this manner, further comparisons 
would be feasible. 

When the data for recrystallized silicon 
steel are recalculated and plotted on the same 
basis as Fig. 4, exactly the same sort of a curve 
results. The intersection of the two straight- 
line portions of the curve for silicon steel 


recrystallized at 850°C. comes between 65 and © 


70 per cent reduction, just as for the deep- 
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drawing steel. However, a higher minimum 
recrystallizing temperature is required for 
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the resulting texture is fairly stable; and to 


diminish the effect of time at the recrystallizing 
temperature. 
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silicon steel in order to obtain substantially 
the same torque curves that are obtained at 


higher temperatures. For deep-drawing steel, 


- 600°C. is clearly high enough, while for the 


silicon steel it was necessary to go to at least 


7oo0°C., and even higher for reductions that 
were less than 80 per cent. No significant 
change in the torque curves of silicon steel 
was observed when the time was changed from 
1 to 24 hr., provided the temperature was not 
too close to the lower limit for recrystalliza- 


- tion. This contrasts with the behavior of the 


deep-drawing stee] when recrystallized at 
850°C., for its orientation factor increased 


_ with increasing time. 


To summarize, the effects of adding 3 per 
cent Si on the recrystallization texture are to 
leave unchanged the percentage reduction at 
which the highest recrystallized orientation 
factor is obtained; to raise considerably the 
recrystallization temperature above which 


G. H. Enzian,* Pittsburgh, Pa.—The sub- 
ject studied by the author is an important 
one and one which, in all probability, will 
assume increasing tmportance in future manu- 
facture of sheet and strip steel for deep drawing 
and pressing. Most of our present knowledge 
of preferred orientation and directional prop- 
erties has been gained from slow, tedious, and 
rather complicated X-ray studies, which are 
not at present adaptable to production and 
control work. Mr. Stanley has presented a 
readily understandable approach to a study 
of directionality in strip steel and has described 
a test method that could easily be incorporated 
into metallurgical control laboratories as well 
as being applicable to research on the subject. 

The paper is of especial interest to us because 
we have been studying the subject, also using 
magnetic torque tests, over a period covering 


*Research and Development Division. 
Jones and Laughlin Steel Corporation. 
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the past three or four years. Information 
accumulated in this time in general substan- 
tiates the results published in this paper. As 
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orientation, as expressed by Mr. Stanley, a 
maximum was probably attained between 76.5 
and 85 per cent reduction.. 


AT /700°F 


90 /20 450 /80 


8.—INFLUENCE OF COLD REDUCTION ON DIRECTIONALITY OF STRIP STEEL NORMALIZED AT 


1700°F. 


manufacturers of strip steel, we have been 
primarily interested in practical applications 
for the information furnished by studies of 
magnetic anisotropy, and have used the test 
to advantage in several instances. 

Our studies have shown that the amount of 
cold reduction is extremely important in the 
consideration of factors influencing directional 
properties in strip steel. For example, samples 
of low-carbon rimmed steel were obtained after 
cold-reducing various amounts from 47 to 
86.5 per cent. Specimens from each cold 
reduction were annealed at 13s0°F. and the 
magnetic torque curves resulting from this 
treatment are shown in Fig. 7. A rather 
complex type curve, possibly the result of 
superimposition of the rolling and recrystalliza- 
tion textures, was formed at the higher cold 
reductions, but in terms of the degree of 


Similar cold-reduced samples were normal- 
ized by air cooling after heating to 1700°F., 
and it was found that the resulting torque 


‘ 


curves were quite different from those obtained ~ 


on the annealed material. It is generally 
assumed that normalizing removes all effect 
of prior cold-work, but, as can be seen in 
Fig. 8, this was not found to be true when 
severe cold reductions were used. Material 


cold-reduced 47 per cent, 73 per cent, and 


76.5 per cent, normalized at 1700°F., evi- 
dently has such a low degree of preferred 
orientation that the magnetic torque curves 
obtained were erratic and quite complex. At 
85 and 86.5 per cent reduction, however, 
magnetic torque curves obtained after normal- 
izing had a characteristic sinusoidal shape and 
appreciable amplitude; attempts to lower the 
directionality of these samples by normalizing 


fi 
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‘at temperatures up to 
successful. 

It is interesting to note that in terms of the 
maximum amplitude of the torque curve, the 


2015°F. were not 
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tion in box-annealing cycles can do little to 
change conditions. Normalizing cold-reduced 
material is expensive and is detrimental to 
surface quality, and therefore this practice is 


120 /50 /80 


Fic. 9.—CoMPARISON OF DIRECTIONALITY OF ANNEALED AND NORMALIZED STRIP STEEL COLD- 
REDUCED 86.5 PER CENT. 


material cold-reduced 86.5 per cent apparently 
had slightly more pronounced preferred 
orientation after normalizing than after 
annealing; a comparison of the torque curves 
_ for each heat-treatment is shown in Fig. 9. 
_ Additional studies on heat-treatment of 
cold-reduced strip steel showed that the 
degree of orientation remaining after box 
annealing is not subject to a great deal of 
control by variation of the annealing tem- 
_ perature. Samples with varying degrees of cold 
reduction were tested after annealing at 
temperatures ranging from 7 50° to 1550°F. It 
was found that annealing temperatures higher 
than that necessary for recrystallization had 
no appreciable effect on the orientation 
established at the minimum recrystallization 
temperature. For all degrees of cold reduction 
- studied, the magnetic torque curves obtained 
after annealing at 1550°F. were essentially the 
same as those obtained at 1050°F. 
It is evident from these results that the 
directional properties of cold-reduced strip 
steel are fixed after cold-rolling and that varia- 


not usually a practical means of producing low 
directionality. Since variations in annealing 
cycles can do little to change the conditions 
in so far as directionality is concerned, in 
order to control the orientation of the finished 
product necessary corrective measures must 
be taken at some earlier step in the processing 
of the steel. It is probable that in many cases 
changing the amount of cold reduction will 
give a satisfactory product, but in order to 
predict in what direction a change should be 
made, the effect of cold reduction on the 
orientation of the final product must be fully 
understood., 

Since changing the amount of cold reduction 
necessarily changes the hot band gauge for 
any particular application, the effect of varia- 
tions in hot-rolling practice should also be 
known. It has been shown in Fig. 1 that the 
degree of orientation of cold-reduced steel is 
influenced by the extent of preferred orienta- 
tions before cold-rolling. Hot rolling produces 
preferred orientation, and it is probable that 
variations in hot-rolling practice will result 
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in variations in the hot-rolled texture. The 
rate of cooling after hot-rolling may also affect 
the directionality of the hot-rolled material, 
and thus influence the orientation of the fin- 
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and seems to be the result of superimposition 

of the 45° ear curve and the 9o° ear curve. 
There are, of course, other instances where 

magnetic torque testing can be used to prac- 
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ished strip. The effect of these and other 
processing variables are not known and more 
information would be welcome. 

A recent application for the magnetic torque 
test has been in a study of “earing”’ in drawing 
small cups from cold-reduced strip steel. 
Samples of steel were obtained, which, on 
cupping, produced ears at 45° to the rolling 
direction, ears at go° to the rolling direction, 
and also material that did not form ears. 
Typical torque curves for these three types 
of material are shown in Fig. to. The upper 
torque curve and 45° ears were associated 
with low reductions in cold-rolling; that is, 
about 30 or 35 per cent. The lower torque 
curve and the go° ears were encountered at 
cold reductions over about 50 or 55 per cent. 
Satisfactory material, obtained at intermediate 
cold reductions, generally had torque charac- 
teristics shown in the middle curve of Fig. 4 


ve 


| 


A 


tical advantage. The subject of directional 


properties is a large one and one that needs 
considerable study. With the practical ap- 


proach to a study of directionality offered by — 
the magnetic torque test, it is hoped that the - 


full significance of this fundamental property 
of sheet and strip steel will be more universally 
recognized and that further study will be 
encouraged. 


W. M. SAuNDERS, Jr.,* Providence, R. I.— 
This paper should be of great value to the 
producer of strip steel for deep drawing, and 
the author is to be congratulated on publicizing 
the magnetic torque balance, a fairly recent 


new tool for the metallurgist. He has also 


furnished quantitative figures for degree of 


* With Walter M. Saunders, Analytical and 
Consulting Chemist. 
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orientation, which have previously been 
described in a qualitative way. 

About five years ago, using the magnetic 
torque balance constructed by Dr. L. P. 
Tarasov in Professor Bitter’s laboratory at 
Massachusetts Institute of Technology, some 
unpublished research*? disclosed that earing 
of low-carbon steel, a phenomenon due to 


_ directional properties, could be predicted by 


ped 


eo ae 


torque measurements on the strip before 
cupping. Whenever a torque curve like that 
‘shown as type II in Fig. 2 was found in a 
certain strip, ears at 45° to the rolling direction 
resulted when the strip was cupped. A torque 
curve like type III existed in all strip that 
drew with 90° ears. Freedom from ears was 
always obtained when random orientations 
from normalizing were indicated by torque 
measurements, and also with strip showing a 
curve like type I. Correlation of type of ears, 
either 45°, 90° or none, with torque curves on 
‘many samples from commercial cold-rolled 


_ strip, as supplied in the annealed state ready 


for deep drawing, seldom revealed a curve 
like type I. For the very few where such a 
curve was found, no ears formed on cupping, 
but attempts to duplicate reductions, annealing 
times, and temperatures, on subsequent heats 
of steel were unsuccessful in obtaining con- 
sistently a curve like type I. Almost invariably 
commercial cold-rolled strip from several 
sources of supply showed a recrystallization 
orientation like type III. Likewise type I, the 
cold-rolled structure, was never encountered 
except experimentally. 

In view of the large number of samples that 
showed a recrystallization structure, obtained 
by cold-rolling in the range of so to 80 per cent, 
and subsequently annealing at 11 50° to 
1325°F. (621° to 718°C.), it does not appear 
probable that the type I curve will be present 
in many commercial steels. It would be sur- 
prising, therefore, if other heats of steel than 
the one Mr. Stanley used should give a torque 


‘curve like type I when annealed at 700°C., 


following commercial practice. In fact, the 
research referred to definitely established that 
a torque curve like type II resulted from 
recrystallizing at low temperatures of around 
to00°F. (538°C.) and type Ill represented 


37 W. M. Saunders, Jr.: Earing of Low-carbon 
Steel. Doctor's Thesis, M. I. T., 1939. 
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the texture when recrystallizing at 1100°F. 
(593°C.) when the same annealing time was 
given. The change from the cold-rolled to 
recrystallization orientation takes place at a 
critical time and temperature, which was 
found to vary with different heats of steel, 
all cold-rolled commercially with the same cold 
reductions. Such a phenomenon must account 
for the extraordinary case where ear-free 
strip is produced, when annealing time and 
temperature happened to result in hitting 
the critical point where the cold-rolled and 
recrystallization onentations canceled each 
other in their effect on ear formation. 

Normalizing definitely eliminates ears, and 
it was also found that no ears resulted from 
strip cold-reduced 50 per cent, normalized, 
and then cold-reduced 30 per cent more. 
Such a treatment gave a torque curve like 
type I, and is confirmed by Mr. Stanley’s work. 

An interesting corollary of this work is 
that a simple cupping press may be used 
instead of the magnetic torque equipment. 
As previously mentioned, if 45° ears are found 
on cups, an orientation like type IT is indicated, 
and with go° ears, type III must be present. 
With no ears, either type I is present, which 
is not common in strip produced commercially, 
or the strip has been normalized. 


S. SreceL,* East Pittsburgh, Pa.—The 
author’s paper is an interesting application to 
other problems of a method that has been used 
principally for studying preferred orientations 
in materials of interest for magnetic purposes, 
such as electrical sheet iron. 

As he points out, in a case as general as that 
which is the subject of the paper, little informa- 
tion can be obtained from the use of the 
magnetic torque method alone. This situation 
arises from the fact that there are many more 
unknowns than the number of independent 
data. In the expression for the torque per unit 
volume 


T = —2Ka ys (A, sin 2n@ + B, cos 2no) 
I,2 


+2K» >; (C, sin 2n0 + Dn, cos 2n8) [A] 


1,2,3 


there are in all 10 constants, An... Dn. 
However, the relative magnitudes of K; and 


* Magnetic Department, Westinghouse Elec- 
tric and Manufacturing Company. 
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Ky» in iron are such that the effect of Kz on 
an experimental torque curve is small, which 
reduces the number of constants to only four, 
Ai,s, Bi,2. In addition, the symmetry of the 
rolling process requires that the rolling direc- 
tion be a direction of symmetry, and that the 
rolling plane be a plane of symmetry. This 
requirement removes the possibility of having 
any appreciable cosine terms if the grain size 
is small enough so that the disk is a repre- 
sentative sample. Hence any experimental 
torque curve can yield at most two constants, 
A,and A». 

In a polycrystalline sample, with no other 
knowledge of orientations available, each 
orientation present really requires three pieces 
of data to determine it completely; for example, 
its rolling plane, rolling direction, and the 
relative population of this orientation type. 
When many types of orientation may be 
present in a single sample, the large amount 
of data required for a complete analysis is 
apparent. In the X-ray method of determining 
pole figures, each film gives some information, 
but many pictures, at various angles to the 
rolling plane, must be taken to get a complete 
story. In the magnetic method, the torque 
curve on a disk from the sheet gives only one 
‘picture,’ and by the nature of the method it 
is difficult to prepare samples cut from inclined 
planes. 

There are simple examples, however, in 
which the torque curve can give quantitative 
information by itself or in conjunction with 
other simple measurements. Thus curves of 
type II do indicate that the principal orienta- 
tion present is (roo) [1ro] and it is possible to 
determine the fraction of the material so 
oriented and the fraction randomly oriented. 
Similarly, in well-developed recrystallized 
orientations in Fe-Si sheets, the torque curves 
indicate that the principal orientation is 
(rro)[oo1r], and when the constants A; and A» 
are combined with data for the permeability, 
at 1o oersteds, in the rolling direction, it is 
possible to determine the spread of orientation 
present around the principal (110)[oor] orienta- 
tion. In such cases magnetic measurements 
alone give fairly complete information on 
orientations present. 

It may be worth while to point out that the 
torque per unit volume, given by Eq. A, is 
the asymptotic value attained for a very large 
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applied field. In finite fields the torque depends 
on the true field in the specimen, which is the 
applied field minus the demagnetizing field. 
All of the data reported by the author were 
taken at an applied field of 2250 oersteds. The 
data are taken on disks that vary in thickness 
from 0.060 to 0.006 in.; over this range of 
thickness the demagnetizing field varies from 
940 to roo, and the true field in the disk from 
1300 to 2150. With this variation in true field 
there would be a variation in torque per unit 
volume, for disks of identical orientation dis- 
tribution but varying thickness, of the order 
of 15 per cent. The curves of Fig. 3, therefore, 
should have a concave curvature upward, the 
points for the large thickness being raised by 


about 15 per cent. While the linearity of these | 


curves should thus not be taken too seriously, 
the data do, of course, indicate a monotonic 
rise of orientation with cold-work. 

For the same reason the maxima in Figs. 
4, 5, and 6 may require a slight shift to the 
right, by at most a few per cent in reduction 
of thickness. 


J. K. STANLEy (author’s reply).—The author 
appreciates Mr. Tarasov’s statement that the 
use of the maximum amplitude is a convenient 
measure of torque diagrams showing changes 
in orientation but that it is not as rigorous an 
expression of such changes as the more tedious 
determination of the coefficients A; and As. 
The author’s paper was intended primarily to 
show how information obtained from magnetic 
torque curves could be used in a simple manner 
to give useful information about changes going 
on in steel with various metallurgical treat- 
ments. Such information accurately expressed 
in the equations as mentioned by Mr. Tarasov 
is harder to interpret especially to the uniniti- 
ated so that the full benefit of the torque 
analysis would not be obtained. 

Mr. Tarasov makes a suggestion that per- 
haps ‘orientation factor’ might be a more 
noncommittal term to use for “degree of 
orientation.”’ It appears immaterial whether 
one talks about ‘orientation factor’? or 
“degree of orientation” as long as the readers 
understand that it is an abbreviation, as Mr. 
Tarasov says, for ‘apparent degree of orienta- 
tion as detected by the magnetic torque 
method.” 


DISCUSSION 


The data on silicon iron presented by Mr. 
Tarasov is similar to the experience on silicon 
iron at Westinghouse. Mr. Tarasov finds no 
significant change in torque diagrams in his 
silicon iron by annealing it 1 to 24 hr. Our 
experience shows that little change can be 


expected in 3.25 per cent silicon iron even at 


too hr. at 700° and 800° but changes do take 


‘place at 900°C. and higher, with increasing 


rapidity the higher the temperature. 


_-Mr. Tarasov discusses silicon steel but 


apparently he has in mind a commercial 
magnetic silicon iron, since steel is defined as 


‘an alloy of iron, carbon, and manganese. High- 


grade magnetic materials usually contain 
extremely small amounts of carbon and 
manganese compared with the true silicon 
steels used for engineering purposes. 

The discussion offered by Messrs. G. H. 
Enzian and W. M. Saunders, Jr. is appreciated 
because of their familiarity with strip steel 
manufacture. 

Mr. Enzian shows that normalizing a cold- 
reduced low-carbon rimming steel from 925° 
and also from 1100°C. does not eliminate the 
preferred orientation. The author, on the basis 


of his work, would think that normalizing 


would eliminate the orientation, inasmuch as 


cold-worked steel, and steel with a good 


» tecrystallization texture, 


“ 


heated to 
1000°C. and furnace-cooled does have random 
orientation. Perhaps the differences between 


when 


furnace cooling and normalizing are respon- 
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sible for this discrepancy. W. M. Saunders, Jr. 
implies just the opposite, by his statements that 
“normalizing definitely eliminates ears... ” 
and “freedom from ears was always obtained 
when random orientations from normalizing 
were indicated by torque measurements ... ” 

Mr. Enzian says that annealing the cold- 
rolled strip from the lowest temperature 
required for, recrystallization (565° to 845°C.) 
showed the magnetic torque curves to be 
essentially the same. He fails to give the 
annealing times, which may have something 
to do with the fact that no differences were 
noted, which is not in accordance with the 
author’s findings. 

A statement is made by Mr. Enzian with 
respect to possibility that the hot-rolling 
orientations existing before rolling are impor- 
tant in determining the degree of orientation. 
This observation is corroborated by the 
author’s observations on silicon irons, where a 
correlation was found between the hot-rolling 
orientation and the subsequent recrystalliza- 
tion orientation. 

The discussions of Messrs. Enzian and 
Saunders on the relationship of earing, due to 
preferred orientation, in deep drawing show 
how the torque method can be used in practical 
problems. 

The limitations of the torque method as 
used, discussed by Dr. Siegel, should be borne 
in mind by those contemplating the use of 
such instruments. 


Recrystallization and Twin Relationships in Silicon Ferrite 


By C. G. Dunn,* Memper A.I.M.E. 


(New York Meeting, February 1944) 


Many investigations have been made 
concerning the nature of plastic deforma- 
tion and recrystallization of metals either 
in the form of polycrystalline materials 
or in the form of single crystals. However, 
similar work on strip materials composed 
of large grains as thick as the strip and 
having a high degree of preferred crystal 
orientation has not been carried out 
extensively. Such materials are ideal 
not only for studying changes in single 
crystals under conditions where neighboring 
grains exert their influences but also for 
obtaining the complete change in orienta- 
tion of a grain or group of grains during 
the course of plastic deformation and 
subsequent recrystallization. 

It is well known that first-order twins 
in the form of Neumann bands may be 
produced during the plastic deformation of 
ferrite crystals, particularly silicon ferrite 
crystals.1~* Furthermore, it is believed 
that high-stress regions exist in the 
vicinity of these bands‘ and it has been 
said that these banded regions would be 


dence to that effect in silicon ferrite had 
already been presented with photomi- 
crographs showing recrystallization among 
Neumann bands during the early stages 
of recrystallization.®® Similar evidence 
has been published for nonferrous metals.® 

Merging of fine parallel deformation 
bands during annealing to form twin bands 


Manuscript received at the office of the 
Institute Nov. 22, 1943. Issued as T.P. 1601 in 
MetaLs TECHNOLOGY, February 1944. 

*Research Physicist, Pittsfield Works 
Laboratory, General Electric Co., Pittsfield, 
Massachusetts. 

' References are at the end of the paper. 


of ordinary appearance in alpha brass 
has been offered not only as evidence of an 
active role being played by mechanical 
twins but also as evidence that such twins 
existed prior to recrystallization.® Proof 
that such new structures are actually 
first-order twins, or even twins at all, must — 
be considered inadequate except for those 
cases» where X-ray or optical data have 
been obtained to confirm the necessary 
orientation relationship.”* A. B. Greninger 
has obtained excellent iliustrations of 
annealing twins in alpha iron.’ Since 
his material was previously deformed by 
sharp hammering, a process that generally 
induces Neumann bands, the existence 
of twins following annealing might suggest 
that they grew from mechanical twins. 
In connection with transformation twins 
in alpha iron, Greninger reported that 
grains containing three twin orientations 
occurred rarely and none occurred with 
three sets of well-developed bands.?® 

The work at the Pittsfield Works 
Laboratory on silicon ferrite in the form 
of large-grained strip steel deformed a 
small amount and annealed to partially 
recrystallize the grains indicates that 
the deformation and recrystallization proc- 
esses that lead to annealing twins involve 
more complex processes than the formation 
of Neumann bands and the growth of such 
bands. Some groups of annealing twins 
are obtained which contain not only three 
well-developed twin structures, but also 
contain more than one order of twins. 
It is also shown, in one case, that an 
interrelated group of twins did not arise 
within one single parent grain and, further- 
more, orientations of grains in the group 
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are not consistent with growth of Neumann 
bands within the original deformed grains. 

Although the present work is part of a 
program aimed at establishing a mechanism 
of recrystallization in silicon ferrite, it is 
not possible at this time to do more than 
speculate on the origin of the new orienta- 
tions obtained during recrystallization 
except for the orientations in twin groups 
that are thought to arise by a secondary 
nucleation process. It is, therefore, the 
object of this paper to present some 
groups of twins that have been obtained 
during our work on plastic deformation 
and recrystallization of strip steel and to 
discuss, on the basis of our present in- 
formation, the relationship these groups 
may have with the original material. 


PREPARATION OF SPECIMENS AND 
EXPERIMENTAL PROCEDURE 


The material used in the present 
investigation was produced by the Alle- 
gheny-Ludlum Steel Corporation by cold- 
rolling processes that develop a high 
degree of preferred crystal orientation 
in the final annealed silicon-steel strip.’°~"” 
This material, 0.008 in. thick, contained: 
3.45 per cent Si; 0.008 C; 0.008 P; 0.020 se 
0.075 Mn; 0.031 Al and 0.072 Cu. 

To illustrate results on twin relationships 
obtained in this laboratory, most of the 
data will be those on two specimens 
designated RW2 and RW3; other specl- 
mens will be referred to in the section on 
results and interpretations only for points 
of special interest. Specimen RW2 was 
photographed after being very lightly 
etched with dilute nitric acid to develop 
the grain structure. Fig. 1 shows a portion 
of the original 6 by 2-in. specimen. 

Transmission Laue diffraction patterns 
were then obtained on about 60 grains in 
several areas of this specimen, in order to 
determine the orientations of the grains. 
Orientations were determined with the 
aid of a Wulff net after certain reflection 
spots in the diffraction patterns had been 
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Fic. 1.—SPECIMEN RW2, SHOWING GRAIN 
APPEARANCE OF HIGH ORIENTATION SILICON- 
STEEL STRIP. X 3.6. 

Fic. 2.—SPECIMEN RW2, SHOWING EXTENT 
OF RECRYSTALLIZATION THAT OCCURRED DURING 
goo® ANNEAL. SAME AREA AS SHOWN IN FIG. 1. 
b ee 

Fic. 3——SPECIMEN RW3, SHOWING GROUP 
OF RECRYSTALLIZED GRAINS AMONG OLD ONES 
AFTER 900°C. ANNEAL. X 3-5. 

Original magnifications given. Reduced about 
one third in reproduction. 


Oe: 


identified, using standard diffraction pat- 
terns for various orientations of the 
body-centered cubic lattice.¥* Except 
for the cold-rolling schedule, no data 
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Photographs were taken of the recrystal- 
lized areas (Figs. 2 and 3). 

Recrystallized and unrecrystallized grains 
were then X-rayed to obtain their orienta- 


Fic. 4.—OLD AND NEW GRAINS IN SPECIMEN RW2. 


Old and new grain boundaries are given by broken and solid lines, respectively. Numbers refer to 
old grains; letters to new grains. 


prior to recrystallization were taken for 
specimen RW3. Cold-rolling was carried 
out on a mill having 8-in. diameter rolls 
in an x direction, which coincided with the 
original roll direction used in the production 
of the strip steel. Schedules were as 
follows: RW2 reduced 2.5 per cent in 
thickness in six passes; RW 3 reduced 
2.5 per cent in one pass. X-ray data were 
obtained on specimen RW2 to note the 
effect of the cold-work. Both specimens 
were then annealed by raising the tempera- 
ture uniformly from 500° to goo°C. in 
20 hr., the aim being to obtain early 
stages of recrystallization. An atmosphere 
of pure, dry hydrogen was used during 
this anneal. Both specimens were lightly 
etched with dilute nitric acid, to reveal 
areas where recrystallization had occurred. 


* There is a general mix-up of positive and 
negative numbers in these standard Laue- 
graphs and there are several errors in the 
indexing of diffraction spots according to form 
of plane involved. 


tions and the condition or shape of their 
respective Laue diffraction spots. Orienta- 
tions of the new grains were determined 
in the manner described above except 
that, instead of using a Wulff net, the 
orientations of the cube poles were cal- 
culated directly from the positions of 
two or three diffraction spots on each 
film, 

Since recrystallization appeared to be 
incomplete, heat-treatments at higher tem- 
peratures were given to both these speci- 
mens, to see whether the new grains would 
grow at the expense of the old ones and 
what sort of recovery of the old grains 
would occur. The first treatment was an 
1175 °C. 2-hr. anneal in pure, dry hydrogen. 
Specimen RW3 was then annealed again 
for 2 hr. at 1300°C. 

Following the 1175°C. anneal, measure- 
ments were made of the directions of 
grain-boundary lines in the surface of 
specimen RWe2 and also in the surfaces 
formed by cutting through the recrys- 
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initial and final grain structures. 


Cc. G. DUNN 


tallized grains in the x direction.!4 These 
angle measurements were rather qualita- 
tive, because the grain boundaries did 
not form good straight lines. Nevertheless, 


Fic. 5.—{ 100} POLES OF OLD GRAINS OF SPECI- 
MEN RW2 PLOTTED ON A WULFF NET USING 
DATA OF TABLE I. 


they indicated the presence of {112} 
composition planes. 


EXPERIMENTAL RESULTS 


Fig. 1 shows typical grain structures 
of the material before cold-rolling. Fig. 2 
shows the same area of this specimen 
following partial recrystallization in an 
anneal that reached goo°C. The exact 
change in grain structure is shown sche- 
matically in Fig. 4 by a superposition of 
Old 
grains are designated by numbers, new 
grains by letters. Prime marks on a letter 
serve to identify grains in a group of 
common orientation. For example, grains 
A’ and A’” have the same orientation 
as grain A. Such common orientations 
were established optically and by X-ray 
diffraction methods. Data on orientations 
therefore are listed only according to 
letters and numbers. 

Grain-orientation data are given in 


terms of the three cube-edge directions 


ait) 


or the {100} poles of the crystal lattice. 
Although two directions of this type are 
sufficient to determine the orientation of a 
grain, three are given so that the data may 
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Fic. 6.—{100} POLES OF NEW GRAINS OF 
SPECIMEN RW2 PLOTTED ON A WULFF NET 
USING DATA OF TABLE 2. 


be plotted directly on a stereographic net. 
Rectangular coordinate directions X, 
Y, Z coincide with rolling direction, 
cross-rolling direction and the normal 
to the surface of a sample, respectively. 
Consequently, Wulff-net coordinates 0 
and @ are equivalent to the angle variables 
used in the following transformation 
equations from X, Y, Z coordinates to 7, 
6, @ coordinates, with r fixed as the radius 
of the reference sphere (also radius of the 
Wulff net). 


X= 7. Cos 0 
Y =rsin6@cos@ 
Z=rsin@singd 


(This gives 6 =o when X =1; and 
¢@ =o when Y =, sin 0 and Z = 0.) 

Data on the orientations of old grains 
in specimen RW2 are given in) Lable x 
They are plotted in stereographic projec- 
tion form as shown in Fig. 5. The orienta- 
tions were determined either before or 
after recrystallization. For example, X-ray 
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data on grains 1, 2, 3, 4, 7 and others 
were taken before heat-treating, and on 
grains such as No. 17, which were partially 


undetermined. Orientations for old grains 
in specimen RW3 were obtained after 
the 900°C. anneal. 


TABLE 1.—Orientations of Grains Prior to Recrystallization, Specimen RW 2 
WULFF NET COORDINATES GIVE POSITIONS OF {100} POLES 


Orientation Orientation Orientation 
Grain 
oO. , bs 9 ¢ 
I 8.0 32.0 elias 160.0 
98.0 57.0 92.5 51.0 
86.5 146.5 83.0 140.5 
2 9.0 35.0 9 byes) 128.0 16 9.0 152.0 
99.5 31.0 90.2 39.0 87.0 41.5 
91.0 I21.0 95.5 £285 98.0 131.0 
3 e110) 10.0 nae) 169.5 I4.0 £7, 174.5 25.0 
98.2 535 82.0 53.0 85.0 40.5 
82.5 nas 960.5 142.0 91.0 130.0 
4 Fate 567.0 II 170.0 138.0 18 170.0 165.0 
84.5 25 94-5 25.0 96.0 39.5 
95.0 FA) 80.0 114.0 82.0 128.5 
5 I2 6.5 32.0 19 Bis 0.0 
No data 97.0 42.5 92.0 5a O) 
890.0 132.0 87.5 140.5 
6 ¥3 I70.0 78.0 
No Data 83.0 34.0 
83.0 124.5 
7 172.0 10.0 I4 8.0 138.0 
84.5 52.0 89.7 46.0 
95.0 141.0 97.0 136.0 


TABLE 2.—Orientations of Recrystallized Grains and Their Calculated Four First-order {112} 
Type Twins, Specimen RW 2 
WULFF NET COORDINATES GIVE POSITIONS OF {100} POLES 


Observed Crystal Twin 1 
Crystal 
t) o ti) Ci) ] ¢ @ ’ 
A 53.8 E37 43° 80.7 59.6 71.8 90.6 47.2 142.9 127.4 
102.6 94.2 Tie OAS | 45.1 (Ae 163.5 169.6 140.6 I0I.3 21.9 
39.1 168.2 106.3 143.9 149.3 78.5 80.0 EST 55-3 103.9 
B 33.8 83.5 52.9 15.3 80.2 I4.2 156.1 148.5 58.7 143.5 
m7 0 46.1 103.1 95.4 165.1 66.2 67.3 172.8 I41.5 102.1 
107.3 I45.2 39.8 169.5 78.0 106.3 81.0 76.9 69.3 40.4 
C 80.8 13.6 aaui 81.0 116.8 76.8 ¥99.3 I2I.4 41.5 146.0 
164.7 Cio ee} 118.0 46.7 35.4 30.8 128.3 0.6 131.9 154.5 
AY hea: 105.7 105.7 145.0 68.1 155.5 55.4 57.9 94.2 60.4 
D I55.0 149.8 33.4 83.1 48.4 118.7 86.6 126.8 82.0 30.1 
67.0 ne Toe 417.7 45.8 66.8 6.2 144.4 41.8 24.0 138.7 
81.4 78.7 107.1 145.2 129.5 75.6 55.5 34.4 IIIl.9 116.7 
E 48.0 118.8 154.7 149.2 86.3 52.0 112.6 22.4 bd tes fos £3250) 
eae a ewe s789 QI.4 I41.9 a 38.7 60,2 60.0 
és Pk I.0 78.9 174.9 S202 96.0 II4. ESTs 8.8 
F Not observed — 33.8 83.5 70.8 O1.7 96.4 aie ihe 26.5 
Orientation of twin] 117.0 46.1 138.0 24.0 9.0 139.0 93.3 108.4 
4 of B taken 107.3 145.2 125.8 167.5 98.4 t72.0 IIll.9 16.5 
G Not observed — 7.0 I2.0 58.7 143.5 32.0 54.0 25.0 110.2 
Orientation of twin 86.0 139.5 I4I.5 102.1 118.8 81.2 90.3 21.6 
2 of F taken 95.5 50.0 69.3 40.4 77.2 165.0 II5.0 IT20) 
19 255 0.0 
‘ Not calculated 


recrystallized, after the first anneal. Un- 
fortunately, recrystallization had proceeded 
too far to obtain the orientations of 
grains 5, 6, and 8, which previously were 


Data on the orientation of new grains 
or structures of specimen RW2 are given 
in Table 2 and plotted in Fig. 6. To 
facilitate the analysis of these grains, 
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the orientations of all first-order {112} 
type twins of grains A, B, C, D and E 
were calculated and the results listed in 
Table 2. 

Fig. 3 shows the appearance of specimen 
RW3 after partial recrystallization. Fig. 7 
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Table 4. Fig. 9 is the pole-figure plot of 
these observed grains. 
RESULTS AND INTERPRETATIONS 


Angles of variation between cube poles 
of observed grains and those calculated to 


Fic. 7.—DIAGRAM OF NEW GRAINS SURROUNDED BY OLD ONES IN SPECIMEN RW3. 
Boundaries of old and new grains are given by broken and solid lines, respectively. Numbers refer 
to old grains; letters to new grains. 


TABLE 3.—Orientation of Old Grain Material, Specimen RW3 


WULFF NET COORDINATES GIVE POSITIONS OF {100} POLES 


| 
Orientation / Orientation Orientation 
Grain Grain | Grain 
No. No. No. 
) ¢ @ 6 8 % 
| | 
I 16.5 ' 7.0 | 5 6.5 20.0 9 766.5 I0.0 
SOP Sant rts | 96.5 31.5 79.0 49.0 
103.0 | 132.0 88.5 121.5 98.0 137.0 
2 0.0 0.0 6 170.5 9.0 10 7.5 40.0 
90.0 45.0 SLs5 38.5 97.0 BONS 
90.0 | E3520) || 94.5 128.0 90.5 126.5 
3 170.5 25.0 7 4.0 102.0 II £220 II.0 
80.5 36-5 «| 91.5 39.0 100.5 39.0 
go.0 | I20.5 93-0 129.0 85.0 128.0 
4 173-0 | 65.0 8 12.0 143.0 
83.5 S70. 84.0 26.0 
86.0 | £275 ~ | 100.0 115.0 
| | 


satisfy the twin relationship are given 
in Table 5. These angles were obtained 
in the standard way with the aid of a 
Wulff net and they average somewhat 
less than a degree for the two groups of 
grains. This close agreement, within 
our limits of error, indicates that twin 
relationships exist throughout the entire 


shows the extent of this recrystallization, 
old grains as before being designated by 
numbers and new grains by letters. 
Orientations of old grains immediately 
surrounding the new are given in Table 3 
and in stereographic form in Fig. 8. 
Orientations of new grains and their 
respective calculated twins are given in 
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group of new grains in each of these 
samples. The exact orientation relation- 


ships are shown schematically as follows, 
the hyphen standing for {112} twin: 


oe 
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SPECIMEN RWe2. SPECIMEN RW3. 


If grains or particles were being repre- 
sented, a more complex diagram would be 
required to include everything in each 
group. 
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may be concluded that these groups are 
composed of {112} twins. 

On the other hand, no first-order {112} 
twin relationships were found between 
old and new grains in spite of the fact 
that data for specimen RW2 include three 
new orienta ions within areas originally 
occupied by grains 19, 14 and 9, two 
orientations within each of six grains 
such as No. 1, and one orientation in each 
of the remaining seven grains. Although 
twin 3 of A in RW2 has an orientation 
that would fall within the area of spots 
shown in Fig. 5, it does not agree well 
with any of the observed old grains. A 
somewhat similar statement applies for 
twin 3 of A of specimen RW3, except that 


TABLE 4.—Orientations of Recrystallized Grains and Their Calculated Four First-order {112} 
Type Twins, Specimen RW3 
WULFF NET COORDINATES GIVE POSITIONS OF {100} POLES 


Observed Crystal Twin I Twin 2 Twin 3 Twin 4 
Grain 
0 ¢ 8 ¢ 8 co) 6 ¢ 6 ¢ 
E 47.5 139.9 H54...7 165.0 160.3 42.3 84.6 71.5 117.0 r5r.5 
65.6 Pea Tinea ESO 21.6 57-5 OI.5 BOX -3 58.7 79,7 
127.6 95.2 79.6 98.5 95.3 134.3 174.7 56.8 E3509 29.5 
A i553 165.5 Asp T3003 53.4 53-5 PLES 135.6 32.1 103.7 
EL25 E2 a5: 65.7 25.2 143.2 GECS 234 162.2 107.1 164.1 
80.1 98.2 128.0 94.6 86.1 146.4 80.4 49.3 116.1 65.5 
B 53.9 eee 154.1 165.0 106.9 102.7 39.8 158.6 233.7 135.8 
142.3 61.0 II1l.6 L255 19.6 pages 128.4 172.1 98.7 3722 
86.8 146.8 80.6 98.8 84.5 I4.1 96.6 76.9 45.9 110.2 
c 106.5 102.5 53.2 53.7 116.6 51.6 124.6 552.0 79.1 62.4 
aay Lat 4 CAg 7 61.9 37-9 1.8 532.3) 24.0 61.1 158.5 
84.9 A. 1 86.1 | 146.6 65.4 128.3 61.5 84.7 148.9 134.0 
D 39.4 158.9 52.8 ie ar 85.1 20.5 103.1 124.8 138.3 104.3 
128.5 Ey fies} Paar 61.3 165.1 100.2 260.5 63.0 907.9 Be 
06.1 76.4 86.2 146.4 76.2 E207, LER 3 290.3 49.2 88.5 
| l 


These diagrams show that B has three 
first-order twins, A, C and D, and one 
second-order twin, EZ. E in the group for 
specimen RW2 may be called a third-order 
twin of A or C. 

The orientation relationships for these 
groups may be visualized with the aid of 
the pole figures shown in Figs. 6 and 9. 
In the section on experimental procedure, 
qualitative data on the composition planes 
were reported as {112} for RW2, and 
since it is well known that twins in alpha 
iron have {112} composition planes, it 


in this case the orientation of this twin 
would fall slightly out of the area of spots 
shown in Fig. 8. In any event, there are 
other orientations, such as B, C and D, 
which cannot be obtained from the original 
structure through a first-order {112} twin 
transformation. 

It might be of interest to consider the 
possibility of relationships involving twins 
of higher order. For example, some 
interesting data on change in orientation 
have been obtained in a sample pulled 
8 per cent in tension and annealed at 
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goo°C. Partial recrystallization of the 
sample occurred entirely within an old 
grain among Neumann bands which 


TABLE 5.—Data from Tables 2 and 3 Re- 
arranged to Show Twin Relationships, 
Specimens RW2 and RW3 
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Observed Calculated Angle 
Crystal Twin of Vari- 
ation, 
) @ C) ry Deg. 
SPECIMEN RW2 
A 53.8] 13.7|B-Twin 1 a6 %a| rs.3) 3 
102.6] 94.2 103.I| 95.4] 1 
39.1|/168.2 | 39.8)169.5) I 
B 33-8] 83.5|A-Twin 1] 33.1| 80.7] 149 
117.0] 46.1 LEGS7 AS<3| x 
107.3|145.2 1106. 3}143.9] 2 
B 33-8] 83.5|C-Twin 1 33-7] 856) <= 
I1I7.0| 46.1 }118.0) 46.7 I 
107.3|145.2 105.7|/145.0| 139 
B 33-8 83.5|D-Twin 1 33.4! 83.1] Ly 
117.0] 46.1 117.7) 45-8 I 
107.3/145.2 107.1|145.2 4 
iS 80.8] 13.6|B-Twin 2] 80.2) 14.2] I 
164.7| 72.2 165.1| 66.2} 139 
77.1|105.7 78.0/106.3] I 
D |rs55.0|/149.8/B-Twin 3 |156.1/148.5| 1 
67.0|172.4| | 67.3|172.8) Ly 
81.4] 78.7 | 81.0) 78.7 Le 
D 155.0|149.8|E-Twin I |154.7|149.2| 1 
67.0/172.4 6|172.9 I 
81.4) 78.7] ) 81.0| 78.9 49 
E 48 .0/118.8)D-Twin 2 | 48. 4|118.7| bg 
67.0] 6.3 | 66.8 ae | 4 
129.1} 76.1) 1r29.5| 75-6] I 
19 2.5| 0.0\G-Twin I 7.0] 12.0} 432 
87.5\140.5| | 86.0/139.5 2 
92.0) 51.0) 95-5} 50.0) 4 
| | | 
SPECIMEN RW3 
| | 
A 155.3|165.5|B-Twin r |154-.1/165.0} 114 
I12.5) 12.5 111.6] 12.5] I 
80.1} 98.2 80.6) 98.8 I 
A 155.3\1605.5|E-Twin I |154.7/165-.0| 34 
II2.5| 12.5 112.2] 13.0) 49 
80.1] 98.2 _ | 79.6] 98.5] #2 
B 53.9| 53-7|A-Twin 2] 53-4) 53-5 hg 
142.3] 61.0} 143-2] 61-5] 22 
86.8|146.8 : 86.1|146.4| 34 
B 53.9| 53-7|C-Twin 1 | 53.2| 53-7| 122 
142.3| 61.0 142.7| 61.9 34 
86.8/146.8 : 86.1|146.6 1g 
B 53.9| 53.7|D-Twin1| 52-8) 53-4) 1, 
142.3| 61.0 142.7| 61.3} 34 
86.8|146.8 86.2|146.4) %4 
Cc 106.5|102.5|B-Twin 2 |106.9 102.7 % 
17.4/121.4 19.6)122.3] 2 | 
84.9} 14.1 , 84.5 14.1) re) 
D 39.4|158.9|B-Twin 3 | 39.8|158.6, 72 
128.5/171.3 128.4|172.1 ie 
96.1] 76.4 : 96.6] 76.9, 22 
E 47.5|t39.9|A-Twin 1 | 47.7|139.3| 72 
65.6| 25.1 6507] 25:2] 24 
127.6] 95.2 128.0| 94.6) 34 


were formed in the deformation process. 
Relationship of new orientation to old 
was that of a third-order twin except for 
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a small angle of variation. This is based 
on the fact that old and new grains had a 
common {110} plane within error of 
analysis and a measured angle of 28° 
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Fic. 8.—{100} POLES OF OLD GRAINS OF 
SPECIMEN RW3 PLOTTED ON A WULFF NET 
USING DATA OF TABLE 3. 
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Fic. 9.—{100} POLES OF NEW GRAINS OF 
SPECIMEN RW3 PLOTTED ON A WULFF NET USING 
DATA OF TABLE 4. 


corresponding to a rotation of the lattice 
about a <110> direction normal to the 
common {110} plane (in a third-order 
twin of this type the angle would be 
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31°36').} The 339° difference can be 
accounted for in terms of the range of 
orientation of the deformed old grain. 
Some changes in orientation that occurred 
during recrystallization in specimens RW3 
and RW2 according to Figs. 5, 6, 8 and 9 
are consistent with high-order twin trans- 
formations. To illustrate this, consider 
an orientation B* having threefold sym- 
metry ([111] direction along the Z-axis) 
with a [z10] direction along the Y-axis; 
this orientation being very near B of 
RW2. The four twin orientations of B* 
(4*, C*, D* and F*) would be similar to 
A, ‘C; D and B ot RW2, respectively, 
except that B would have to be rotated 
180° about the Z-axis. F* would have the 
[xr1] direction along the Z-axis and the 
[r10] direction along the negative Y-axis. 
Starting with B* and F* and restricting 
the number of axes of rotation (<110o> 
type) to two, it is possible to derive six 
second or third-order twin orientations, 
which fall within the observed areas shown 
in Fig. 5. On the basis of close similarity 
of our groups to this one, it might be 
reasonable to think that second or third- 
order twin relationships existed between 
the old and some of the new orientations 
of specimens RW2 and RW3. However, 
a real twin relationship would require 
agreement in terms of individual grains 
of the old material. Our samples are in- 
complete in this respect, since grains 5, 6 
and 8 in RW2 were not observed, and 
some old grains in RW3 may have com- 
pletely disappeared during recrystalliza- 
tion. Nevertheless, it is interesting to 
note a relationship that was found in 
specimen RW2, involving old grain No. to. 
Table 2 gives data on the orientation of 
twins showing that the orientation of 
grain B is near that of a third-order twin 
of grain No. rg. For simplicity in describing 
the series, the twins and their orientations 


} Slip in a [rri] direction ina {112} plane will 
rotate the lattice 109°28’ or 70°32’ about a 
[Tro] direction for each stage of twinning. 
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are designated as follows: F, twin 4 of B; 
G, twin 2 of F; No. 19, near twin 1 of G. 
The orientation of grain 19 differs from 
twin 1 of G by a maximum variation of 
414° (see Table 5). Although a deviation 
of this amount may be partly due to a 
spread in orientation of the deformed 
grains (about 3° according to asterism of 
Laue spots and about 419° in regions 
containing Neumann bands as shown by 
our X-ray studies of these bands), there 
is disagreement beyond the errors of 
analysis in the {110} plane, which grains 
B and No. 19 should have in common. 
The disagreement, however, may arise 
from distortion of the old grain in some 
way..The relationship of the new grains 
to the old in specimen RW2 according to 
this picture is shown schematically as 
follows: 


Missing twins F and G (see Table 2) 
permit linkage with old grain No. ro. 

It is interesting to speculate about the 
relationship between old and new grains 
in terms of a mechanism of recrystallization 
involving nucleation according to twin 
relationships or by growth of second or 
third-order {112} deformation twins. Such 
deformation twins might develop within 
Neumann bands or at the intersection 
points of certain Neumann bands during 
plastic deformation. These bands may be 
present in various ways in the deformed 
grains of our samples. Fig. 10 gives an 
illustrative example showing intersecting 
Neumann bands for strip steel of the 
type used in these experiments. This 
specimen was cold-reduced 4 per cent in 
one pass and given a macroetch with 
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dilute nitric acid, to accentuate the banded 
structure that was plainly visible in the 
surface of the rolled sample. Although 
second-order twins have not been observed 
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orientation. Fig. 11 gives a similar case 
for a large new grain containing 12 twins 
of common orientation. Comparing the 


large grain with unrecrystallized grains 


Fic. 10.—ILLUSTRATIVE EXAMPLE OF NEUMANN BANDS PRODUCED IN SILICON-STEEL STRIP BY 4 PER 
CENT REDUCTION IN THICKNESS. MACROETCH USING NITRIC ACID. 1% 0: 


as yet, it is known that they form in metals 
such as antimony!® and zinc.® It is also 
known that Neumann bands 
play a role in recrystallization of silicon 
ferrite,5 and this was brought out in 


sometimes 


connection with our samples pulled in 
tension. We might, therefore, speculate 
on the possibility that our new orientations 
began through growth of suitable twins, 
probably second or third-order, formed 
during the plastic deformation process. 
However, a speculation such as this 
would not be enough to account for all 
the orientations obtained during recrys- 
tallization. For instance, there are widely 
separated grains or particles such as 4, A’, 
and A’ in RW2 which have a common 


in the adjacent upper left portion of the 
photograph, it appears likely that the 
island grains formed in widely separated 
material. These 
new grains or particles of common orienta- 


grains of the original 
tion are not easy to account for except 
on the basis of some sort of dependent or 
secondary nucleation arising during growth 
of a new grain and because of this growth. 
For example, referring again to specimen 
RW2, analysis shows that the nearest 
first-order twin of A to the orientations of 
grains 1 and 3, grains in which particles 
of orientation A form, is 10° to 13° off in 
terms of directions of cube poles. Con- 
versely, no first-order twin of grains 1 
and 3 would fit within 10° as a first-order 
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twin of grain B. Nevertheless, such first- 
order twins in the form of Neumann 
bands might play a role in the nucleation 
of material of orientation A through 
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at the expense of old grains in contact 
with the large new grain than to suppose 
that they formed in an independent 
manner through a fortuitous growth of 


FIG, 11.—SAMPLE OF STRIP STEEL COLD-ROLLED 2.5 PER CENT AND ANNEALED FOR 2 HOURS AT 
1175°C., TIME UP TO TEMPERATURE BEING 4 HOURS. ETCHED WITH NITRIC ACID. X 2. 


recovery and adjustments that are brought 
about by the growth of grain B. The 
orientation of D in grains 9 and 14, how- 
ever, could not reasonably arise through 
adjustments of Neumann bands, but 
perhaps could arise through adjustments of 
to° to 14° in second-order twins. 

Mathewson, referring primarily to work 
on single crystals of brass, said: 


It is believed that many and perhaps most of 
the new orientations formed during recrystal- 
lization of these face-centered cubic metals are 
due to complex twinning resulting in strained 
boundaries which permit growth and readjust- 
ment in various forms.® 


It seems more reasonable to suppose 
that the separated grains of common 
orientation in specimen RW2 and the 
sample illustrated in Fig. 11 developed 


grains of common orientation or by a 
second partial recrystallization of the 
large new grain. The original orientations 
differ too much from grain to grain to 
permit separate growth of new grains 
having a common orientation, and a 
lattice free of strain (a large recrystallized 
grain) seems an unlikely place for further 
recrystallization. 

Ii we should attempt to describe the 
growth of a group such as that developed 
in specimen RW2, we would be uncertain 
as to which orientation appeared first on 
recrystallization and uncertain as to 
where it started. However, on the basis 
of the relationship suggested on page 9, 
we might suppose that it started within 
grain No. 19, perhaps near the boundary 
formed with grain 4, through nucleation of 
a grain of orientation B or C or A (all 


t 
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three grew within grain No. 19). Further- 
more, it is fairly easy to imagine a hetero- 
geneous growth process that would generate 
the entire group shown in Fig. 4 if second- 
ary nucleation produces grains such as 


those of the D series. For example, if B 


nucleates C in grain 19, C nucleates B 
in grain 4, and B in turn nucleates A 


‘in grain 1 and D in grain 14. D in turn 


would then nucleate E in grain 14 and E 
would be a second-order twin of B. Further- 
more, it is worth pointing out that the 
isolated grains in the upper part of grain B 
that are in contact with old grain No. 14 
have the orientation of grain D. The 
appearance of these grains indicates that 
they might join and become part of grain D 
if further growth could be induced. In 
any case, the serrated edges of grain D 
appear to have formed from separate 


‘nucleation off grain B during the growth 


process. It is also interesting to note that 
grains of orientation A and E do not 
appear to grow very well. Since they have 
orientations somewhat near first-order 
twins of the old grains, the structure 
difference between old and new grains 
may be insufficient to induce rapid growth, 
especially if a composition plane of the 
{x12} type should tend to form. Barrett 
says® that the shifting of atoms from the 
strained matrix to the new grain may 
proceed slowly if the new grain has the 
orientation of the matrix and most rapidly 
if the orientation differs in a certain way. 
A similar statement may apply to twinned 
orientations. In any case, growth should 
be more rapid near Neumann bands 
because our observations indicate greater 
strain or change in orientation of the 
deformed grain near these bands. 

Several effects were found upon anneal- 
ing specimens RW2 and RW3 at high 
temperatures. Although grain B in RW2 
did grow some at the expense of grains 
ir and 12, there was very little growth 
of the new grains. This was also true of 
RW3 annealed at 1300°C. Interesting 
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results on recovery of old grains were 
found as shown in Fig. 12. Up to 1175°C. 
the results are very similar to those 
obtained by Collins and Mathewson!® 
on recrystallization of aluminum single 
crystals. Referring to the series shown in 
Fig. 12, changes in the structure of grains 
can be followed. The sharp Laue diffraction 
spots shown in Figs. 12) and rad indicate 
that grains of the starting and recrystal- 
lized materials are undeformed single 
crystals. Fig. 12c, however, showing con- 
siderable asterism of a fairly uniform type, 
at least indicates an over-all state of dis- 
tortion in the deformed grain. (Distortions 
due to internal stresses cannot be evaluated 
from the Lauegraph.) When such a grain 
is annealed and recovery processes occur 
instead of recrystallization, it is known 
that internal stresses are relieved or 
partially relieved. Figs. 12e and 12f give 
the appearance of the Laue reflections 
after recovery at goo° and 1175°C., 
respectively. The asterism is now non- 
uniform, and this may be interpreted in 
terms of the development of a macromosaic 
structure within the grain. Fig. 12g shows 
that recovery has proceeded a long way 
toward a perfect single crystal in a grain 
annealed at 1300°C. However, the reflec- 
tion spot is still nonuniform, and this 
may mean that the grain has a rather 
coarse mosaic structure. 

Because of the role played by strain 
in recrystallization phenomena, it seems 
evident that recovery of the type en- 
countered in our work would oppose 
recrystallization processes. Such a view 
is in agreement with those expressed on 
recovery in aluminum.'® Furthermore, 
our results show that recovery inhibits 
the growth process in recrystallization 
because high-temperature anneals do not 
promote growth to any significant degree. 
In this connection, it is of considerable 
significance that recovery at high tempera- 
ture was more predominant than recrystal- 
lization in specimen RW3. Another in- 
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teresting aspect of recovery was noted 
in the sample illustrated in Fig. 11. Some 
unrecrystallized grains produced Laue 
diffraction spots similar to the one shown 


a 


Fic. 12.—SINGLE LAUE REFLECTIONS FROM OLD AND NEW GRAINS AFTER VARIOUS TREATMENTS. 
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1300°C. anneal. Furthermore, A’, most 
of A”, D’’, D’” and C were absorbed by B. 
Growth of B also removed the serrated 
edges of the residue of A” and of D’. 


Ae . - 
Reflection spots are taken from similar regions of ordinary Lauegrams obtained with 45-kv. 
radiation, the radial direction between the images of undeviated and reflected beams being 


horizontal. 
Spot from undeviated beam. 
Grain before treatment. 


tosh Pp Ram SS 


in Fig. 12f in two kinds of regions as follows: 
(1) area containing lines of Neumann- 
band origin; (2) area free from Neumann- 
band appearance. Furthermore, the Laue- 
grams were essentially the same with no 
extra reflection spots from the area 
containing traces of old Neumann bands. 
This indicates that the recovery process 
has removed all or most of the Neumann- 
band structure. 

Another significant change took place 
during the high-temperature anneals. Struc- 
tures such as A” (Fig. 4) in RWe2 were 
absorbed by grain B in the 1175° anneal. 
All of Z in grain A of specimen RW3 
(Fig. 7) was absorbed by A during the 


Grain after 2.5 per cent reduction by rolling. 

New or recrystallized grain after 900° anneal. 

Residue of partially consumed old grain adjacent to new grain after goo° anneal. 
Residue of partially consumed old grain adjacent to new grain after 1175° anneal. 
Residue of partially consumed old grain adjacent to new grain after 1300° anneal. 


This shows that the twin boundaries 
were not stable. McKeehan,*® however, 
showed that twin boundaries were stable 
in ferrite annealed for 3 hr. at 700°C. 
We can account for the difference in 
results on the basis of higher atomic 
mobility made possible by the high 
temperatures we used. 

Since these fine twin structures tend to 
disappear through absorption at high 
temperature, we believe that they did 
not form from recrystallized grains and 
that early stages of  recrystallization 
should be used in general to observe them. 

Some of our present work is concerned 
with a search for second or third-order 
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twins in deformed grains of silicon ferrite 
and especially in areas where Neumann 
bands intersect. Information on recrystal- 
lization and the role played by mechanical 
twins is being obtained. 


SUMMARY 


rt. It has been shown that recrystalliza- 
_tion of plastically deformed silicon ferrite 
can produce complex groups of grains or 
particles twin-related through more than 
one order or generation of twins. 

2. Relationships between old and new 
grain orientations are considered on the 
basis of first, second and third-order twins. 
A speculation is made that certain grains 
among the new ones may be derived 
through growth of high-order mechanical 
twins formed in the old grains by plastic 
deformation. 

3. Complicated groups of recrystallized 
grains are shown, which have many 
isolated particles of common orientation 
and which are first-order twins of the 
separating matrix. To account for them 
and the origin of the entire group, some 
sort of secondary nucleation seems neces- 
sary. It has been suggested, therefore, 
that a grain can nucleate a twin orientation 
during its growth and this twin can 
nucleate another twin either of higher or 
lower order. 

4. It has been shown that recovery of 
old grains plays a significant role in the 
recrystallization process. Recovery not 
only inhibits growth of the nucleated 
grains but continues to operate even after 
growth of new grains has stopped. Such 
recovery can proceed far enough to closely 
approximate the original structure prior 
to deformation. Furthermore, Neumann 
bands within deformed grains appear to 
be absorbed during recovery of a grain 
in the neighborhood of 1200°C. 

5. Twins in the form of small grains or 


particles within a large recrystallized 


grain do not have stable boundaries at 
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high temperatures. The large grain in such 
a group usually absorbs the small particles. 
In other cases twin boundaries are changed 
by growth of one grain at the expense of 
the other, 
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Precipitation and Reversion of Graphite in Low-carbon Low-alloy 
Steel in the Temperature Range 900° to 1300°F. 


By G. V. Smira,* Junior Memper A.I.M.E., R. F. Mrtrer,* Memper, Anp C. O. TARR,* 
a Junior MEMBER 


(New York Meeting, February 1944) 


METALLURGISTS have long recognized 
that the Fe;C type of carbide is not a stable 
phase in steel and that, given sufficient 
time, it will decompose with formation of 
graphite, at least at temperatures below 
about 2050°F.! This slow graphitization 
has never been of much concern to users of 
hypoeutectoid steels, for in such steels it 
occurs only during prolonged exposure at 
elevated temperature. In 1935, Kinzel and 
Moore? reported complete graphitization 
of the carbide of ao.15 per cent carbon steel 
that had been in service for about 26,000 
hr. at a temperature of about r100° to 

* 1200°F. In discussing this paper, both 
Mathews and Sauveur reported graphitiza- 
tion of slightly hypereutectoid steels. In an 

_ extensive investigation of graphitization of 

high-purity iron-carbon alloys, Wells! pro- 
duced graphite at 700°C. (1290°F.) in an 
alloy containing as little as 0.13 per cent 
carbon, and showed that graphite may 
- precipitate either directly from austenite or 

- from decomposition of FesC, also that the 

rate of graphitization tends to increase 
with increase of temperature, at least up to 
a certain point, and with the presence of 
graphite nuclei. 

' Jenkins, Mellor and Jenkinson,’ study- 
; ing the structural changes in carbon steels 
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ranging from 0.17 to 1.14 per cent carbon 
during stress-rupture tests at elevated 
temperature, observed graphite in an 
aluminum-killed 0.40 per cent carbon steel 
after fracture in 4340 hr. under a stress of 
17,900 lb. per sq. in. at 840°F. and in many 
of the steels after stress-rupture test at 
1200°F. Unstressed samples of 0.60, 0.86 
and 1.14 per cent carbon steels graphitized 
almost completely in 360 hr. at 1200°F., 
while samples of 0.90 and 1.10 per cent 
carbon steels were somewhat graphitized, 
and steels containing 0.24, 0.40 and 0.57 
per cent carbon showed no sign of graphite. 
Their results indicate that graphite precipi- 
tates the more readily the higher the carbon 
content, though this tendency is influenced 
to some extent by deoxidation practice, 
and that graphitization is accelerated by 
plastic deformation. 

In a recent study of the graphitization of 
o.4 and o.6 per cent carbon steel strip, made 
by M. A. Hughes,‘ it was found that at 
1200°F. graphite appeared after 72 hr. in 
aluminum-killed but not in silicon-killed 
steel, and that the rate of graphitization 
was increased by slow cooling from 1600°F. 
and by cold-working prior to annealing. 

In creep tests of normalized 0.15 per cent 
carbon steel killed with 2.5 Ib. of aluminum 
per ton, at the U. S. Steel Corporation 
laboratory at Kearny, spheroidization and 
some graphitization were found after 3000 
hr. at 1000°F. under a stress as low as 
1500 Ib. per sq. inch. 
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GRAPHITIZATION OF LOW-CARBON 
Low-ALLoy STEEL 


No examples of graphitization of low- 
carbon low-alloy steel appear to have been 
reported in the literature; but two instances 
of graphitization of carbon-molybdenum 
steel have been noted here. In the first of 
these instances, a specimen of 0.15 per cent 
carbon, 0.50 per cent molybdenum steel, 
made to fine-grain practice, which had been 
normalized at 1650°F. and tempered at 
1300°F., was tested in creep at 1100°F. 
under a stress of 3500 lb. per sq. in. for 
13,000 hr.; it was then overloaded to 
7500 Ib. per sq. in. and failed after about 
1ooo hr., showing a moderate amount of 
graphite in the severely deformed metal 
near the fracture. In the second instance, 
a small amount of graphite was found in a 
normalized specimen of the same type of 
steel after 5000 hr. at rooo°F. under a 
stress of 15,000 lb. per sq. inch. 

Though somewhat beyond the scope of 
this paper because of the high carbon 
content of the materials, the extensive 
investigations by Austin and co-workers®~* 
should be mentioned. These workers 
succeeded in graphitizing high-purity and 
commercial steels containing up to 0.5 per 
cent of Cr, Mn, Ni, Cu or Si, and found that 
the rate of graphitization appears to go 
through a maximum in an intermediate 
temperature zone (1000° to 1200°F.). This 
maximum rate is due presumably to a 
change in the balance, at higher tempera- 
ture, between the tendency toward in- 
creased reaction rate and the increasing 
stability of the carbide. . 

Recently there was a failure at a generat- 
ing station, which has been traced to 
graphitization near a weld in a carbon- 
molybdenum steam pipe. This fracture 
occurred suddenly around the whole 
periphery of the wall of analuminum-killed, 
carbon-molybdenum steam pipe 1234 in. 
o.d. by 1346 in. wall, at a distance of ap- 
proximately 14, in. from the border of the 
fusion zone of a weld by which it was joined 
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to the main steam header of the boiler. 
The reported welding conditions involved 
a 400°F. preheat and a subsequent stress- 
relief treatment of 3 hr. at 1200°F. The 
pipe had been in service at a steam tem- 
perature and pressure of 935°F. and 1300 
Ib. per sq. in., respectively, for 544 years. 
Metallographic examination revealed a 
profuse amount of graphite, disposed in 
network fashion around the Widman- 
statten areas, in a narrow region on both 
sides of the fracture; this network of 
graphite, which in many places was con- 
tinuous, provided an easy path for fracture 
and clearly was the reason for failure. The ~ 
zone of graphitization occurred near the 
lower limit of the ‘“‘heat-affected”’ zone of 
the base metal in a region that, from metal- 
lographic examination, apparently reached 
a temperature of 1300° to 1350°F., i.e., the 
lower critical temperature, A,; further, the 
width of the graphite zone was so narrow 
that the path of fracture closely conformed 
to this isothermal line of the individual 
weld passes. In the unaffected base metal of 
the pipe, there were occasional graphite 
nodules, though these, because they were 
scattered, are of no concern. 


EXPERIMENTAL PROCEDURE 


In studying the effect of temperature on 
the structural stability of low-carbon low- 
alloy steels, several experiments were made 
in an attempt to produce graphite in 
carbon-molybdenum steel by holding it 
just below the A; temperature. We rea- 
soned that if graphite could grow to an 
appreciable size in 5 years at 935°F., or in 
5000 hr. at rooo°F., it should appear in 
muck shorter time at 1300°F. One series 
of tests involved holding, either under 
stress or not, at temperatures up to the A, 
and for times up to 250 hr., samples of 
aluminum-killed carbon-molybdenum steel 
in which a temperature gradient had been 
produced while the sample was either 
stressed or unstressed. Spheroidization and 
agglomeration of the carbide occurred, but 
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no graphite was observed. In a second 
study, not concerned primarily with 
graphitization, samples of silicon-killed 
carbon-molybdenum steel were held for 
periods up to tooo hr. at temperatures of 
1000°, 1100°, or 1200°F., and up to 500 hr. 
at 1300°F. Spheroidization and agglomera- 
tion of the carbide again occurred,* but 
no graphite was found. 
Since the experiments of Jenkins, Mellor 
_ and Jenkinson® indicate that graphitization 
is accelerated by plastic deformation, 
stress-rupture specimens of aluminum- 
killed carbon-molybdenum steel from a 
previous investigation® were carefully re- 
examined. These specimens had _ been 
tested at 1100°F. in the pearlitic and in the 
spheroidized conditions, and showed frac- 
ture times up to 2000 hr.; but again there 
was no evidence of graphitization. 


: DISCUSSION OF RESULTS 


It now appears that the seemingly 
anomalous behavior of carbon-molyb- 
denum steel, which graphitizes slowly at 
goo° to 1100°F. but not at all at 1300°F., is 
associated with a change in composition 

. and stability of the carbide. In steel con- 
taining carbide-forming elements such as 
molybdenum, the carbide may be not of 
the Fe;C type, which is known to be 
unstable with respect to graphite, but of 
the iron-molybdenum-carbide type. More- 

over, carbides of different composition may 
exist at different temperatures, or after 
different times at constant temperature; 
and at some temperatures more than one 
carbide type may coexist. Little informa- 

- tion is available concerning the stability 

of such types of carbide with respect to 
graphite, though it seems certain that 
they are less unstable than Fe3C, and may 

_ be completely stable. 

| Crafts and Offenhauer!®! recently in- 


* Preliminary results of a similar study of an 

aluminum-killed steel indicate that the rate of 

__ spheroidization is appreciably greater than for 
silicon-killed steel. 
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vestigated the nature of the carbides in low 
chromium-molybdenum steels, and found 
that on quenching and then tempering such 
steel at a temperature below the range 500° 
to 550°C. (930° to 1020°F.), the carbide 
then present is the Fe3C type, but at higher 
tempering temperature is some alloy 
carbide. The type of alloy carbide, as 
determined by X-ray diffraction, is, in 
intermediate chromium steels, Cr7C3, in 
higher chromium steels, CryC, and in 
molybdenum steels, Mo2C. All of these 
types were found in a series of chromium- 
molybdenum steels. They also observed 
that chromium carbide formed in chro- 
mium steels when austenite transformed in 
the pearlite range. The type of carbide that 
forms in the molybdenum and chromium- 
molybdenum steels on transforming to 
pearlite was not studied, but probably it is 
an alloy carbide. 

These conclusions suggest the reason for 
the absence of graphitization in a carbon- 
molybdenum steel even when held for a 
long time just below the A; temperature. 
At such a temperature, according to the 
data cited above, the prevailing carbide 
may be of the MosC type, which, with 
respect to graphite, is presumably more 
stable than Fe;C, and may even be com- 
pletely stable. On the other hand, during 
long-time exposure in the temperature 
range goo° to 1000°F., graphite may form 
because the prevailing carbide is then 
Fe;C, which is unstable and decomposes 
slowly. The possibility should also be borne 
in mind that insufficient mobility of 
molybdenum atoms may inhibit the forma- 
tion of MoeC at the lower temperature, the 
carbon then combining with the ubiquitous 
iron; this may be true either for quenched 
and tempered steels, as Crafts and Offen- 
hauer observed, or on transformation 
during continuous cooling, the lack in this 
latter case being of time rather than just 
of atomic mobility. If, on the other hand, 
Mo.C were the carbide initially present, it 
might be metastable below 1000° to 1100°F. 


Fics. 
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1-6,—-STRUCTURAL CHANGES OF GRAPHITIZED AND UNGRAPHITIZED CARBON-MOLYBDENUM 


Fig. 
Fig. 
Fig. 
Fig. 
Fig. 
Fig. 
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STEEL ON HOLDING AT 1300°F, PICRAL ETCH. X 750. 
- Carbon-molybdenum steel as graphitized by 514 years at 935°F. 
. Nongraphitized material adjacent to that of Fig. 1. 
. Same material as Fig. 1 after one week at 1300°F. 
. Same material as Fig. 2 after one week at 1300°F, 
- Same material as Fig. 1 after 214 weeks at 1300°F. 
. Same material as Fig. 2 after 244 weeks at 1300°F. 
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with respect to either Fe3;C or graphite, the 
end result being the same in either case. 
The validity of this general hypothesis 
can be proved if samples of the same 
carbon-molybdenum steel, held at r1ooo® 
and 1300°F. for a long period, show graph- 
ite forming slowly at the lower temperature 
but not at all at the higher. The time re- 


~ quired for this experiment is undesirably 


long, however, and the fact that there were 
available specimens of the steel from the 
failed pipe mentioned earlier, which had 
already graphitized, suggested a much 
quicker method—namely, to see whether 
this graphite would disappear on holding at 
1300°F. Consequently, a specimen of 
carbon-molybdenum _ steel containing 
graphite that had formed during several 
years service at 925°F. was heated to 
1300°F. (A; being about 1330°F.) for 
several weeks, protected from oxidation 
and decarburization by sealing in vacuo in 
a silica bomb. As noted earlier, only a very 
narrow section of the sample contained 
graphite, this section being adjacent to a 
weld and having reached, during welding, 
a temperature of approximately 1300° to 
1400°F. On holding at 1300°F. the graphite 
gradually disappeared and was replaced by 
carbide, as shown by comparison of Fig. 1, 
representative of the initial material, with 
Figs. 3 and 5 for the same material after 
> and 18 days, respectively, at 1300°F. 
Holding at 1300°F. for an additional 3 
weeks did not cause any great change in 
amount of graphite beyond that in Fig. 5. 
The excess of carbon in this formerly 
graphitized part of the steel may, as pointed 
out below, account for the slowing down 
of the rate of reversion of the graphite be- 
cause of depletion of the molybdenum 
needed to form the alloy carbide. In any 
event, at this temperature, the stable phase 
is clearly not graphite but a carbide, pre- 
sumably of the Mo.C type; and this may 
well be true also for other steels contain- 
ing one or more carbide-forming elements. 

The accompanying change in the Wid- 
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manstitten structure of adjacent non- 
graphitized metal is shown in Figs. 2, 4 
and 6. It may be noted that there is ob- 
viously a greater amount of carbide in the 
degraphitized region than in the adjoining 
ungraphitized region. This is readily ex- 
plainable by the considerations that graph- 
ite, besides being the stable phase, is less 
soluble inferrite than is carbide, and forms 
by diffusion of carbon through the ferrite 
solid solution to the graphite nucleus and 
there precipitating. Conceivably, then, 
graphitization in a limited region could 
bring about, in time, the substantial deple- 
tion of carbide within an entire specimen. 
Attention may also be called to the size of 
the carbide particles developed on reversion 
of the graphite as compared with that 
brought about by agglomeration of pre- 
existing smaller particles. This formation of 
relatively large particles is to be attributed, 
presumably, to the strong driving force 
that urges the carbon atoms out of graphite 
into solution in the ferrite, combined with 
the difficulty of forming new carbide 
nuclei. On the other hand, the only force 
tending to cause agglomeration of the small 
particles is that exerted by surface tension. 

It is to be noted that in forming Mo.C, 
one part by weight of carbon (atomic 
weight 12) ties up 16 parts by weight of 
molybdenum (atomic weight 96). Thus, in 
a steel with 0.15 per cent C and 0.50 per 
cent Mo, there will be excess carbon if all 
the carbide is Mo2C and all the molyb- 
denum is present in that form. However, 
Crafts and Offenhauer,!! by chemical 
analysis of electrolytically extracted car- 
bides, found that at 1200°F, Mo2C can 
dissolve about 20 per cent of its weight of 
iron, on which basis the amount of the 
Mo.C type carbide would be greater than 
if the carbide contained only molybdenum 
and carbon. On the other hand, some 
molybdenum, though probably a small 
amount, may exist in solution in ferrite. 
Evidently there is need for more systematic 
study of the nature and range of stability 
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of the several types of carbide that may 
form in steels, and of the partition of alloy- 
ing elements between carbide and matrix. 
Such an investigation has already been 
started by Bowman, Parke and Herzig.” 
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DISCUSSION 
(F. M. Walters, Jr., presiding) 


F. B. Fotry,* Philadelphia, Pa—In devel- 
oping a theory to account for graphitization, 
the effect of elements such as silicon, nickel 


* Superintendent, Research Department, The 
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and aluminum must be taken into account. 
It would be short sighted to base any such 
theory on only the type of carbide present, to 
the exclusion of these elements, which are 
soluble in the ferrite and which do not normally 
enter into chemical combination with carbon 
at the temperatures under consideration. These 
elements, nevertheless, are well known to 
promote graphitization. Not only must the 
carbide, which decomposes to form the 
graphite, be taken into account but the ferrite 
matrix as well. 

In regard to the molybdenum-bearing steel 
in question the authors cite authority for the 
existence of the carbide FesC in the tempera- 
ture range where graphitization has occurred. 
It is, they say, at a higher temperature that 
the carbide MosC forms. If this be so, the 
composition of the ferritic phase is also under- 
going a change for, if the molybdenum be not 
combined with carbon in the lower tempera- 
ture range it is in solution in the ferrite, where 
it may act, as would other known graphitizers, 
which are all ferrite soluble, to promote 
graphitization. 

There is abundant evidence in the literature 
of the formation of Fe3C in a carburizing 
environment at temperatures well below the 
critical. Byrom!* records the complete con- 
version of a 7% 7g¢-in. steel plate of C o.15, 
Mn 0.27, Si tr., S 0.05, P 0.03 to carbide of 
iron of C 0.60, Mn 0.25, Sitr., S 0.55, P 0.03 
over a period of several years at a temperature 
not exceeding 932°F. (500°C.) in blast-furnace 
gases. Similar results were obtained with 
Armco iron and with thin strips of electrolytic 
iron, which carburized in a matter of a couple 
of weeks. The ferrite in these cases was rela- 
tively free of graphitizers. The evidence seems 
to be that in the absence of graphitizers in 
solution in the ferrite, carbide of iron is 
probably in stable equilibrium with ferrite at 
temperatures below Ac. Byrom’s work showed 
that no carbide was formed in electrolytic iron 
at 752°F. (400°C.). 

In the case in question may it be that the 
carbide at 935°F. is FesC with the molybdenum 
in solution in the ferrite, and that the action 
of the molybdenum in attempting to get into 
the carbide, which it is said to succeed in 


re Byrom: Jnl. Iron and Steel Inst. (1915) 92, 
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doing at somewhat higher temperatures, causes 


‘ 


the carbide to dissociate, with the resultant 
precipitation of carbon in elemental form? 
The temperature of graphitization in the 
case reported by Kinzel and Moore was never 
clearly stated and, from the description of the 


cracking process given by Moore, could have 


been as high as 1228°F. (663°C.), the Ae point 


9 of the steel in question. Wells found that 


“traces of graphite may have been formed”’ 
in C 0.13 and there was “slight evidence of 
traces of graphite” in C 0.28 steel heated at 
1292°F. (700°C.) for 150 hr. This is not at all 
surprising when it is realized that the beginning 
of the Ac reaction may be well below this 
temperature. 

Although the matter was not recorded in 
the literature at the time, I found the bottom 
plates of a petroleum coking still embrittled 
by the formation of a layer of iron carbide on 
the face in contact with the layer of coke 
within the still. The bottoms of such stills 


_. were of low-carbon plate, which hardly attained 


*" =ar 


the temperature of incandescence. 

The reaction involving the state of carbon in 
steel below the critical temperature can appar- 
ently proceed either toward the formation of 
graphite or carbide, depending on temperature 
and the composition of the solid and gaseous 
phases involved. The direction in which the 
reaction proceeds is not determined by the 


state of one of the variables alone. 


G. V. Sirs (author’s reply).—Though the 
authors did not attempt (or intend) to develop 
any theory to account for the effect of added 
elements upon graphitization it is, of course, 
interesting to have Mr. Foley’s comments on 
this matter. 

There are two subdivisions into which the 
subject of graphitization can logically be 
divided; namely, thermodynamic _ stability 
and rate of formation. Whether, in a particular 
instance, carbide or graphite is the stable phase 
depends, as Mr. Foley has pointed out, on 
the composition and nature of all the con- 
stituents or phases (at equilibrium) present; 
that is, when it is said that a carbide in a 
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particular steel is stable, it is meant, of course, 
that it is stable in equilibrium with ferrite (or 
austenite), not that it is stable in the free state 
(as if it were removed from the iron solid 
solution matrix). Whether an added element 
acts to increase or decrease the stability of 
of carbide can be measured or calculated in 
principle at least according to the usual pro- 
cedures of the chemical thermodynamicist. 

The question of rate of graphitization is a 
much more diflicult thing to settle, for we know 
a great deal less about this than about stability. 
All that the authors can do is to emphasize 
that an apparent stability of carbide in a steel 
may be only the result of a slow rate of re- 
version to graphite, and conversely, that the 
accelerating effect of certain elements upon 
graphitization may result not from an increase 
in the thermodynamic instability of the 
carbide, but rather from an effect upon the 
rate of solution of the carbide or of subsequent 
diffusion, or on the ease of nucleation and 
growth of graphite. 

The question of the temperature limits for 
the stability of Fes;C has received a great deal 
of attention over a number of years, and the 
evidence is overwhelming that at least for 
temperatures below some 2000°F., FesC is 
unstable with respect to graphite even in 
the absence of “graphitizers.” This is in 
contradiction to Mr. Foley’s conclusion in his 
third paragraph. May we point out that the 
fact that Fe3C will form during the carburizing 
of steel, low-metalloid iron or electrolytic 
iron, does not mean that it is a stable phase? 
Metastable or unstable phases frequently 
occur, particularly in solid state reactions; 
the iron-carbon system is an important and 
outstanding example. 

Finally, a minor point, but we cannot accept 
Mr. Foley’s statements that the ‘‘Ae” point 
of the Kinzel and Moore steel was as low as 
663°C., nor that in Wells’ pure iron-carbon 
alloys the beginning of the “Ac” reaction may 
be well below the temperature of 700°C. In 
both cases transformation on heating cannot 
occur below the eutectoid temperature, which 
for these alloys is in the neighborhood of 720°C. 


The Bainite Reaction in Hypoeutectoid Steels 


By E. P. Kirer* anp Tayitor Lyman,{ Junior Memsers A.I.M.E. 


(New York Meeting, February 1944) 


THE structures formed when austenite is 
quenched to subcritical temperatures and 
allowed to transform isothermally have 
been the subject of intensive study since 
the work of Davenport and Bain.! Iso- 
thermal transformation diagrams sum- 
marizing the results of many of these 
studies have become widely familiar to 
metallurgists. 

Of particular interest to metallographers 
are the dark-etching, acicular products of 
transformation formed by isothermal reac- 
tion below the temperature of maximum 
velocity of the austenite to pearlite reac- 
tion. These products, the bainite structures, 
can be formed in a wide variety of steels. 
However, the constitution of bainite is not 
well understood and divergent views have 
been expressed as to its mode of formation. 

In this investigation a combination 
of dilatometric, microscopic and X-ray 
methods has been brought to bear upon the 
problem in the hope of some elucidation of 
the bainite reaction as it occurs in hypo- 
eutectoid steels. 


MECHANISM OF BAINITE FORMATION 


Davenport and Bain! considered the 
mechanism of bainite formation to consist 
of two steps—an allotropic transformation 
followed by precipitation of carbide. The 
separation in time of the two processes was 
considered to be very slight in the upper 
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temperature range and very marked at 
temperatures just above the martensite 
range. This concept has been restated by 
Vilella, Guellich and Bain? in the form of a 
definition of the acicular mode of trans- 
formation as: 


The successive, abrupt formation of flat 
plates of supersaturated ferrite along certain 
crystallographic planes of the austenite grains; 
this supersaturated ferrite begins at once to 
reject carbide particles, (not lamellae), at a 
rate depending upon temperature. In effect, 
this is the acicular mode of transformation, 
even though the temperature be such as to 
limit the actual life of the quasi-martensite to 
millionths of a second. 


The investigation of isothermal decom- 
position of austenite in certain alloy steels 
(notably those containing chromium or 
molybdenum) has revealed that there may 
be a range of temperatures between the 
pearlite and bainite reactions in which the 
austenite decomposes at a relatively low 
rate.3-§ Further, it is characteristic that 
in the second region of fast reaction the 
decomposition of the austenite is incom- 
plete by one reaction but goes to comple- 
tion by a second reaction. These observa- 
tions led Wever’ to a description of the 
bainite reaction as follows: 


rt. The reaction takes place by initial precipi- 
tation of a martensitic intermediate structure. 

2. In the upper temperature range this 
structure readily decomposes into ferrite and 
cementite. In the lower range carbon separates 
in an unknown form. 

3. In the upper temperature range the 
precipitated carbide nucleates the precipitation 
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of carbide from the remaining austenite [during 
the second reaction]. In the lower range carbide 
no longer exerts a nucleating effect on the 
austenite. 


Griffiths, Pfeil and Allen’ have given a 
comprehensive survey of the literature 
_ prior to 1939. From the information then 
‘available these authors drew idealized 
curves for reaction rate vs. temperature 
for several possible cases. They further 
suggested that the decomposition of 
austenite may occur by the overlapping of 
the pearlite and intermediate (bainite) 
reactions, apparently interpreting the in- 


EXPERIMENTAL PROCEDURE 
Alloys 


It has been shown by Wever and 
Mathieu’? that the character of the 
austenite to bainite reaction changes con- 
siderably in degree if not in kind in the iron- 
manganese-carbon system as the carbon 
content of low-manganese alloys is in- 
creased to bring the steels into the hyper- 
eutectoid range. Owing in part to this 
fact, the steels considered in the present 
investigation have been restricted to 
hypoeutectoid compositions of low or 
medium alloy content. 


TABLE 1.—Compositions of Steels Investigated 
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Composition, Per Cent 
Steel 

ie Mn Si Cr Ni Mo Cu U 
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SAC crn GMa. ro seeee a. fe oxecn ses -+ ese] 0-30 0.73 | 0.07 
47 % COB % Mn.....-.. seen rete eee | 0.47 | 0.80 | 0.30 


termediate reaction in the same light as 
did Wever. 

Mehl?! has postulated that bainite 
forms by a process of nucleation and 
growth in which ferrite is the nucleating 
phase as distinguished from _pearlite 
nucleated by cementite. 

Greninger and Troiano™ studied the 
isothermal decomposition of hypereutectoid 
austenite and advanced the proposal that 
austempering products are formed as 
aggregates, not as single-phase particles. 

There is an evident need for new experi- 
mental data in order that the mechanism 
of the austenite to bainite transformation 
may be established. An examination of 
alloyed austenites containing various ele- 
ments in solution is desirable in order that 
conclusions regarding the generality of 


- phenomena may be arrived at. 


The analyses of the steels used are given 
in Table 1. The 3 per cent Cr steel was 
supplied by the Carpenter Steel Co. in bar 
form. The 1 per cent Cu steel was available 
in the form of an ingot weighing about 
20 Ib. All other alloys are commercial steels 
received as hot-rolled bars. The 1 per cent 
Cu steel was forged at 1000°C. (1832°F.), 
quenched and tempered before the speci- 
mens were cut. Specimens of the other 
steels were cut from the rolled bars. A brief 
study (see page 17) was made of the 4 per 
cent Nisteel after a bar had been heated for 
14 hr. at 1300°C. (2372°F.) to promote 
homogeneity. 


Dilatometric Method 


The dilatometer used was a modification 
of the type used by Davenport and Bain. 
Dilatometer specimens were }46 to qin. 
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thick, the distance between notch centers 
being r in. except for the uranium steel, 
for which an internotch distance of 34 in. 
was used. Except for the 3 per cent Cr and 
r per cent Cr steels, which were austeni- 
tized at 1200°C. for 20 and 15 min., respec- 
tively, specimens spot-welded to iron wires 
were austenitized for 3 min. at r1100°C. 
(2012°F.) in a vertical tube furnace with 
purified nitrogen atmosphere. Specimens 
of 1 per cent Cr steel from a different heat, 
having-a composition almost exactly the 
same as those austenitized at 1200°C., were 
austenitized for 3 min. at 1100°C. (2192°F.), 
and the bainite region of the isothermal 
transformation diagram determined was 
found to be almost exactly the same as 
that for the 1 per cent Cr steel reported 
here. Specimens were transferred from 
austenitizing furnace to dilatometer by 
means of the attached wires. The time 
elapsing between removal from the aus- 
tenitizing furnace and immersion in the 
stirred lead bath was 5 to-8 sec. The 
temperature of the lead bath was controlled 
to +2°C. below about sso0°C. (1022°F.). 
At the higher temperatures the control 
was +5°C. The dial gauge used was 
graduated in o.ooor in. and was read to 
one fourth of a scale division. 


Microscopic Examination 

Microscopic examination of the alloy 
steels was carried out on specimens ap- 
proximately 14 by 14 by 1<¢ in. Specimens 
of the plain carbon steels were ‘‘slivers” 
145 by 145 by 14 in. These slivers were 
austenitized for 1 to 124 min. at 1100°C. 
(2012°F.). A few slivers were held at 
tr00o°C, for 3 minutes. 


X-ray Methods 


Constituents were identified by means of 
Debye patterns obtained using the K-radia- 
tions from chromium and cobalt. Slivers 
(size given above) were carefully ground on 
emery paper and etched after heat-treat- 
ment, before being placed in the cameras. 
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When it was desired to check the presence 
or absence of carbides, slivers were some- 
times etched electrolytically in a 5 per cent 
aqueous solution of hydrochloric acid. 


GRAPHICAL PRESENTATION OF RESULTS 


The results for seven of the steels studied 
are reported in graphical form on time- 
temperature coordinates. For the most 
part, the lines appearing on these iso- 
thermal transformation diagrams have 
their usual meanings, and it has been con- 
sidered unnecessary to label the lines 
indicating the beginning of austenite 
decomposition and the beginning and end 
of the pearlite reaction. The lines marked 
“End of bainite formation” should not be 
interpreted as meaning, necessarily, that 
roo per cent of the austenite has trans- 
formed. This point will be discussed as the 
results are presented. 

Ae; and Aes; temperatures are approxi- 
mate only, as are the Ar’ temperatures, 
with the exception of the 3 per cent Cr 
and 1 per cent Cr steels. The upper limit 
of the martensite range has been deter- 
mined by the microscopic method for 
these two steels. 


RESULTS 
Steel with 3 Per Cent Chromium 


Since the decomposition of austenite 
in the 3 per cent Cr steel has been studied 
more thoroughly than in any of the other 
steels reported, the transformation char- 
acteristics will be considered in detail. 
Microscopic and dilatometric data are 
summarized in the isothermal trans- 
formation diagram given in Fig. r. 

Above approximately 700°C. (1292°F.) 
decomposition of austenite begins with 
precipitation of ferrite. The amount of 
ferrite formed before the start of the 
pearlite reaction is a function of the 
temperature, being a maximum at Ae 
and decreasing to zero at about 690°C. 
(1274°F.). Between 690° and about 590°C., 
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it is not possible to distinguish a separate 
ferrite precipitation. At 550°C. ferrite 
is again precipitated before the pearlite 
reaction sets in. 
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and below yields the temperature of 
minimum rate as about 520°C. Below 
520°C. the austenite has not been com- 
pletely transformed, although specimens 


= End of bainite formation — 
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TIME in SECONDS 
Fic. 1.—ISOTHERMAL TRANSFORMATION DIAGRAM FOR 3 PER CENT CHROMIUM STEEL. 


Open circles, points determined metallographically. 
Filled circles, 0.5 per cent and 99.5 per cent extension in dilatometer. 


C, 0.38 per cent; Mn, 0.20; Cr, 2.98. Austenitized at 1200°C. Grain size, 2-3- 


At 500°C. ferrite precipitation starts 
after approximately 6000 sec. at tempera- 
ture. This precipitation continues at a 
very low rate. A second reaction sets in 
at about 75,000 sec. The two reactions 
proceed together very slowly, complete 
transformation of the austenite requiring 
more than 35 days. A representative 
photomicrograph is shown in Fig. 2. 

Near 520°C. (968°F.) a region of mini- 
mum reaction rate for both ferrite and 
pearlite reactions is indicated. The start 
of the “‘pearlite” reaction has been 
~ accurately determined at 500° and 470°C. 
and extension of the curves from above 


showing more than 90 per cent decom- 
position were obtained at 500° and 475°C. 
The curve for the end of the second reac- 
tion has been drawn in conformity with 
these observations. 

Below 500°C. austenite decomposition 
proceeds in a different fashion. Trans- 
formation begins in less than 3o sec. at all 
temperatures from 490° to 370°C. and, 
as is most clearly shown by dilatometric 
data, appears to stop in less than 5 min. 
When the transformation stops there re- 
mains austenite, which is undecomposed. 
The reaction of the last traces of this 
austenite requires more than 40 days at 
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475°C., while at temperatures below this bainite reaction—is a function of the 
= : 

the time for complete reaction becomes so temperature. At 490 C. less than 10 per 

great as to preclude determination. cent of the austenite decomposes by the 


FIG, 2.—3 PER CENT CHROMIUM STEEL QUENCHED FROM 1200°C. TO 500°C, AND HELD FOR 8 DAYS, 
34 HOURS. 
Original magnification 500; reduced 14 in reproduction. Etched in Nital. 
Ferrite, second reaction product (dark) and unreacted matrix (white). 
FIG. 3.—3 PER CENT CHROMIUM STEEL QUENCHED FROM 1200°C, To 460°C. AND HELD FOR 18 DAYS. 
Original magnification 500; reduced 14 in reproduction. Etched in Nital ] 
Bainite, second reaction product (dark) and unreacted matrix (white). 


The amount of transformation that  bainite reaction while at 450°C. the degree 
takes place by the first reaction—the of completion is about 80 per cent in less 
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‘than 5 min. Even after 1514 hr., no further 
transformation is evident. Figs. 4 to 7 
decomposition 


are illustrative of the 


progress at 450°C. 


_ Fics. 4-7.—3 PER CENT CHROMIUM STEEL QUENCHED FROM 1200 
INDICATED. X 500. ETCHED IN NITAL. 


Fig. 4. 20 seconds. 
Fig. 5. 1 minute. 


The temperature dependence of the 
degree of completion of the bainite reac- 
tion in this steel is made evident from a 
consideration of the total extensions of the 
dilatometer specimens during the reaction. 
These total extensions are plotted against 
the reaction temperature in Fig. 8. At 
about 490°C. the reaction takes place in 
great enough to be ob- 


an amount just 
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servable dilatometrically and the total 
extension increases rapidly with decreasing 
temperature. While the degree of com- 
pletion is not directly proportional to the 


eso 


C. To 450°C. AND HELD FOR TIMES 


Fig. 6. 15 minutes 
Fig. 7. 154 hours. 


total extension at a given temperature, 
for reasons that have been discussed by 
Wever and Jellinghaus* and Allen, Pfeil 
and Griffiths,’ the curve of Fig. 8 indicates 
that there is an important temperature 
dependence. At no temperature investi- 
gated did complete transformation of the 
austenite take place by the bainite reac- 
tion. Figs. 9 to 12 show that the rate 
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400 500 600 700 
REACTION TEMPERATURE- °C 
Fic. 8—DEPENDENCE OF TOTAL EXPANSION OF DILATOMETER SPECIMENS UPON REACTION TEMPERA- 
TURE DURING ISOTHERMAL DECOMPOSITION. 
All specimens 1 inch between notch centers. 
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FIGS. 9-12.—3 PER CENT CHROMIUM STEEL QUENCHED FROM 1200°C. TO 350°C. AND HELD FOR 
: TIMES INDICATED. X 200, ETCHED IN NITAL. 

Fig. 9. 1 minute. Fig. 11. 4 minutes. 

Fig. to. 2 minutes. Fig. 12. 29 minutes 
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during the first 4 min. is comparatively 

high and that after 29 min. at 350°C. 

there is austenite still untransformed. 
Debye patterns obtained from sliver 
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present at room temperature. Austenite 
lines are not present after a direct quench 
from above Aes to room temperature. The 
X-ray data relating to gamma retention 


ees), 
Ka 


ZC = 3 
| | | 


/10-a 2O0O0-& /12-a 
Kg Ke Kp 
/IO-a 2O00- 
Ka Ka 


Fic, 13.—DEBYE PATTERN OBTAINED FROM 3 PER CENT CHROMIUM STEEL SLIVER TRANSFORMED 
AT 450°C. FOR 6 MINUTES. 
Unfiltered chromium radiation. 


specimens transformed to completion of 
the bainite reaction at temperatures from 
* 475° to 350°C. show that austenite is 


TABLE 2—Phase Identification Obtained 
with the 3 Per Cent Chromium Steel 
after Transformation in the Bainite 
Region 


Transformation | a Structure and X-ray 

Temperature | perature Line Intensity 
Deg. C. Deg. F. pe 

475 887 90 sec. | Very weak gamma 

475 887 I80 sec. | Medium gamma 

475 887 23 hr. Tetragonal split, diffuse 

450 842 90 sec. | Weak gamma 

450 842 I8o0 sec. | Strong gamma 

450 842 360 sec. | Very strong gamma 

450 842 i He: Medium gamma 

450 842 15 hr. Very weak gamma + 

tetragonal split 

450 842 26 hr. Tetragonal split 

405 761 30 sec. | Weak gamma 

405 761 60 sec. | Very weak gamma 

405 761 180 sec. | Gamma (?) 

405 761 300 sec. | Very weak gamma 

350 662 60 sec. | Very weak gamma 

350 662 120 sec. | Very weak gamma 


are summarized in Table 2, and a repre- 
sentative X-ray pattern is reproduced in 
Fig. 13. At 475°C., about 20 per cent of 
the austenite transforms by the bainite 
reaction and gamma lines in the X-ray 
pattern are quite distinct. Of greatest 
importance is the location of this austenite 
in the microstructure. 

In an effort to find the austenite, numer- 
ous specimens were transformed _ iso- 
thermally, water-quenched and then tem- 
pered. Figs. 14 and 15 show representative 
tempered structures. The complete darken- 
ing of the matrix after tempering indicates 
that the matrix austenite present at 475°C., 
after the bainite reaction ends, transforms 
to martensite on cooling to room tempera- 
ture. This eliminates the possibility of 
sufficient gamma in the matrix remaining 
untransformed to give the pattern. That 
the gamma remains after tempering has 
been shown for a sliver of the 3 per cent Cr 
steel held at 450°C. for 6 min., water- 
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cooled and tempered at 475°C. for 30 min. 
The gamma lines, though distinct after this 
treatment, were much less so than before 
final tempering. 
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lowered so that considerable austenite re- 
mains at room temperature. 

The first possibility can be eliminated 
by consideration of the tempered structure. 


FIGs. 14 AND I5.—3 PER CENT CHROMIUM STEEL PARTIALLY TRANSFORMED IN THE BAINITE REGION, 
QUENCHED AND TEMPERED. 
Original magnification 500; reduced 14 in reproduction. 
Picral etch. Dark-etching background indicates that matrix was martensite after first quench 


to room temperature. 


Fig. 14. Quenched from 1200°C. to 475°C., held for 4 minutes, quenched to room temperature, 


tempered at 750°C. for 15 seconds and quenched. 


Fig. 15. Quenched from 1200°C. to 450°C., held for 3 hours, quenched to room temperature, 


tempered at 450°C. for 45 minutes and quenched. 


Two possibilities logically present them- 
selves as accounting for this retained 
austenite: (1) austenite of unchanged car- 
bon content is “stabilized’’; (2) austenite 
immediately surrounding the precipitate is 
enriched to such a degree that Ar’’ is 


If the austenite were retained by a stabil- 
ization process it would be logical to ex- 
pect some of it to be situated in the parts 
of the specimen that at transforma- 
tion temperature contained the greatest 
amounts of austenite. It is evident from 
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Fig. 15 that there is no appreciable amount 
of austenite present in the darkened 
matrix. 

There is other evidence that the austen- 
ite retained is enriched: 

1. On holding at constant temperature 
the gamma patterns gradually become 


_weaker. Although at 475°C. (887°F.) the 


second reaction does not begin until 
_ approximately 20 hr. has elapsed, gamma 


is no longer evident in the X-ray patterns 


after approximately 1 hr. As the intensity 
of the gamma lines decreases a tetragonal 
split appears, which is still present after 
23 hours. 

2. Gamma lines were most intense after 
6 min. at 450°C. (842°F.). They are re- 


¢tained, although weak, through 15 hr. 


at temperature. 

3. At temperatures below 450°C. the 
intensity of the gamma lines rapidly 
diminishes, regardless of the degree of 


' decomposition that has taken place. At 


350°C. (662°F.) the bainite reaction goes 
nearly to completion, yet in all patterns 
taken gamma was discernible only with 
great difficulty. 

Table 3 contains X-ray data ob- 
tained from specimens decomposed at 
500°C. (932°F.). The following facts are 


; emphasized. 


OS eee 


TaBLE 3.—Martensite Axial Ratios after 
Isothermal Decomposition of Austenite im 
3 Per Cent Chromium Steel at 500°C. 


TIME AT TEMPERATURE c/a 
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ays : 
* Diffuse alpha lines. 


The formation of ferrite, which starts 
after 100 min at temperature, and the 
diffusion of carbon occur in such a manner 
that after 36 hr. an enriched austenite is 
obtained, which, during water-quenching 


“to room temperature, forms martensite 
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with an axial ratio of 1.02. This tetragonal- 
ity is maintained until approximately 
70 hr., after which it is gradually reduced 
so that after 120 hr. at temperature no 
tetragonal split is observed. Sharp alpha 
lines, however, are not obtained after 13 
days at temperature. 

Since, according to the results of Honda 
and Nishiyama,!! who used techniques 
very similar to those employed in the 
present work, a tetragonality of 1.02 for 
a plain carbon martensite corresponds to 
a carbon content of 0.5 to 0.6 per cent, 
it might appear that an enrichment of the 
austenite to eutectoid composition had 
taken place after 26 hr. at 500°C. How- 
ever, the position of the eutectoid com- 
position in the Fe-Cr-C system is not 
known accurately enough to allow this 
conclusion to be drawn and, since the 
decreasing axial ratio does not correspond 
to a large reduction in the amount of 
austenite transforming to martensite on 
cooling, a different explanation must be 
found. 

In connection with these observations, 
two considerations regarding the move- 
ment of carbon at temperatures within the 
bainite range are important: 

1. During the relatively short period of 
the bainite transformation carbon move- 
ment is very rapid, in order to produce the 
local enrichment that has already been 
indicated. 

2. At the end of the bainite reaction a 
condition is reached in which the velocity 
of carbon movement is smaller by orders of 
magnitude than that at the start of the 
reaction, the lower rate being probably 
of the order of magnitude of the rate of 
diffusion under the simple influence of a 
concentration gradient at this temperature. 
Consistent with this supposition are the 
fact that the bainite reaction does not 
continue to the point where all the austen- 
ite is transformed and the fact that the 
undecomposed portion does not react ex- 
cept after a long delay. 
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It seems evident that the tetragonal 
split observed during transformation at 
500°C. is due not to an enrichment of the 
austenite matrix to eutectoid composition 
but rather to an enrichment of the austen- 
ite immediately surrounding the precipi- 
tate. This carbon in enriched regions 
slowly diffuses into the surrounding austen- 
ite and the tetragonal split disappears. 
The matrix austenite may then be at 
eutectoid composition. The decomposition 
then proceeds by the formation and growth 
of ferrite and carbon-rich masses at the 
expense of the austenite. 

Crafts and Offenhauer!® have studied 
the carbide structure in a 2.6 per cent Cr, 
0.4 per cent C steel as a function of the 
temperature at which it formed during the 
decomposition of martensite. A change in 
the carbide structure slightly above 500°C. 
was observed by these investigators. As 
will be shown later, such a change in the 
carbide can have no effect on the bainite 
transformation but may well play an 
important role in the course of the second 
transformation. For this reason a study 
of the carbides formed during isothermal 
decomposition of the 3 per cent Cr steel 
was undertaken, the results of which are 
summarized in Table 4. 

Between 600°C. (1112°F.) and about 
500°C. (932°F.) no carbide structure is 
sufficiently well formed to give a good 
pattern. However, a very good carbide 
pattern was obtained after 3 min. at 
450°C. (842°F.). The pattern indicated the 
presence of Fe3C. After 15.5 hr. at 450°C. 
this structure was unchanged. The rate at 
which the bainite transformation takes 
place would seem to preclude the possible 
diffusion of chromium from the precipi- 
tating volumes. Since enriched austenite 
exists within the volumes occupied by the 
first transformation product and remains 
undecomposed for hours (Table 2), it 
seems necessary to assume that the Fe;C 
is formed within the volumes depleted 
in carbon during transformation. The dark- 
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etching appearance of bainite is consistent 
with this view. Thus the carbide formed 
is characteristic of a 3 per cent Cr, low- 
carbon (considerably less than 0.4 per 
cent C) steel. As a consequence the carbide 
structures formed during the bainite reac- 
tion cannot be expected to throw light on 
the transition temperature for a carbide 
formed from a 3 per cent Cr, 0.4 per cent C 
martensite. 


TaBLE 4.—Carbide Identification Obtained 
with the 3 Per Cent Chromium Steel after 
Isothermal Decomposition at Various Tem- 


peratures 

Transformation Test Structure and X-ray 

Temperature menitire Line Intensity 
Deg. C. Deg. EF. 

750 1382 2.25 hr. | Weak FesC plus Cr7C3 

720 1328 1080 sec. | Weak Fes3C 

650 1202 900 sec. | Very weak Fes3C 

600 IIiI2 1.75 hr. | FesC (?) 

450 842 90 sec. FesC (?) 

450 842 180 sec. | Medium FesC 

450 842 15.5 hr. | Strong FesC 


The fact that good Fes;C lines may be 
obtained from bainite formed at 450°C., 
50°C. below the carbide transition tempera- 
ture, whereas, at 600°C. the carbide struc- 
ture is identified only with considerable 
difficulty does not then detract from the 
contention that the carbide transition 
temperature is in the neighborhood of 
500°C. 

The consequences of such carbide transi- 
tion will be evident not in the bainite 
reaction which gives rise to a transitional 
structure based on the body-centered 
cubic form of iron, but rather in the second 
reaction which results in the formation of 
both ferrite and carbide. 

The rate of transformation by the second 
reaction must increase with decreasing 
temperature just below the transition 
temperature on theoretical grounds. As 
has been explained, the line representing 
the end of austenite decomposition at 
temperatures below 600°C. cannot be 
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considered to be determined accurately. 
However, the experimental data are 
definite in indicating that the initial rate 
of the second reaction is greater at 470°C. 
than at s500°C., and that the period of 


induction is shorter at 470°C. 


From the preceding discussion, it appears 
possible to describe the isothermal decom- 


position of austenite in the bainite region 


t 


as follows: 

* x. In restricted volumes, carbon atoms 
move in such a way as to yield austenite 
regions of alternate high-carbon and low- 
carbon concentration. 

2. The low-carbon austenite transforms 
by a martensite-like process into a super- 
saturated ferrite. 

3. The supersaturated ferrite formed 
begins at once to decompose, precipitating 
ah iron carbide in a ferrite matrix to form 
the dark-etching, acicular product that has 
become known as bainite. 

4. The enriched austenite decomposes 
or by diffusion loses a part of the dissolved 
carbon. 

5. The austenite that has not taken part 
in the bainite transformation, that is, the 
unreacted matrix, decomposes by a mecha- 
nism which is to be distinguished from the 
mechanism of the austenite to bainite 
reaction. It is possible that at certain 
temperature levels the decomposition of 
the matrix austenite will precede the 
decomposition of the enriched austenite. 


Steel with 1 Per Cent Chromium and 
0.4 Per Cent Molybdenum and Steel 
with 1 Per Cent Chromium 


The isothermal transformation diagrams 


- for the 1 per cent Cr, 0.4 Mo and the 1 per 


~~ 


cent Cr steels are given in Figs. 16 and 17, 
respectively. The upper portion of Fig. 16 
has been drawn in dashed lines on the basis 
of microscopic examination of specimens 
transformed at three temperatures. Previ- 
ously published diagrams!*!7 for S.A.E. 


- steels of the 1 per cent Cr, 0.2 per cent Mo 


type are in agreement on the facts that 
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ferrite precipitation precedes pearlite for- 
mation at all temperatures above the 
bainite region and that the pearlite reaction 
is considerably retarded by the addition of 
molybdenum. 

The diagram for the 1 per cent Cr steel 
shows an almost continuous merging of the 
proeutectoid ferrite and bainite reactions. 
The pearlite reaction appears to undergo 
no discontinuity with temperature change 
such as has been shown for the 3 per cent 
Cr steel to be due to carbide transition. 
According to the data of Crafts and Offen- 
hauer,!® Fe;C is formed at all temperatures 
below Ae; in a 1 per cent Cr, 0.4 per cent 
C steel. 

It may be noted that the ferrite separa- 
tion process in the 1 per cent Cr 0.4 per 
cent Mo steel just above the bainite range 
is qualitatively similar to the corresponding 
process in the 3 per cent Cr steel, although 
in the latter there is a carbide transition in 
this temperature range while in the 1 per 
cent Cr, 0.4 per cent Mo steel the data of 
Crafts and Offenhauer'® indicate that there 
is no change in carbide structure with 
temperature. This further substantiates 
the conclusion already reached that carbide 
transition will not influence the course of 
the bainite reaction. 

It is evident from dilatometric, X-ray 
and microscopic data that the mode of 
transformation of these steels in the bainite 
region is the same as in the 3 per cent Cr 
steel. In each of these steels the amount of 
transformation of austenite to bainite 
was found to be dependent on temperature. 
Thus the lines on the transformation 
diagrams marked “End of bainite forma- 
tion” do not indicate that all of the 
austenite has transformed. In Fig. 8 the 
total extensions of dilatometer specimens 
are plotted against reaction temperature 
for the 1 per cent Cr steel to illustrate this 
fact. It is evident that there is a tempera- 
ture region for this steel in which two 
reactions have been separated by the 
dilatometric method. 
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For both steels it was possible to retain 
enriched austenite at room temperature 
after transformation of austenite to bainite. 
Observations at different temperatures 


Te. 
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steel. Ar’ was determined by the micro- 
scopic method for both steels. As was | 
pointed out by Klier and Troiano,?® the | 
Ar’ temperatures for 1 per cent Cr and 
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Fic. 16.—ISOTHERMAL TRANSFORMATION DIAGRAM FOR I PER CENT CHROMIUM, 0.4 PER CENT 
MOLYBDENUM STEEL. 
Open circles, points determined metallographically. 
Filled circles, 2.5 per cent and 97.5 per cent extension in dilatometer. 
C, 0.42 per cent; Mn, 0.72; Cr, 0.99; Mo, 0.42. Austenitized at 1100°C. Grain size, 3-4. 


within the bainite region indicated’ that 
the degree of enrichment is a function 
of temperature of transformation. The 
X-ray work was carried only far enough to 
establish qualitative similarity to the re- 
sults obtained in the 3 per cent Cr steel, 
which was investigated in considerable 
detail. 

It may be noted that the Ar’ tempera- 
ture for the r per cent Cr steel is about 
30°C. lower than that for the 3 per cent Cr 


3 per cent Cr steels of identical carbon and 
manganese contents should be nearly the 
same; therefore it is probable that the 
considerable difference in the manganese 
contents of the two steels accounts for the 
lower Ar’’ temperature of the 1 per cent 
Cr steel investigated here. 


Steel with o.2 Per Cent Uranium 


The transformation diagram for a 0.2 
per cent uranium steel is presented in 
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Fig. 18. In general, the characteristics of 
bainite formation observed in steels already 
described have been confirmed in this steel. 
However, the pearlite and bainite trans- 


T °C 
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that two reactions were taking place. The 
formation of bainite or proeutectoid 
ferrite (the two reactions merge at about 
600°C.) precedes the formation of pearlite 
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17.—ISOTHERMAL TRANSFORMATION DIAGRAM FOR I PER CENT CHROMIUM STEEL. 


Open circles, points determined metallographically. 
Filled circles, 2.5 and 97.5 per cent extension in dilatometer. 
C, 0.44 per cent; Mn, 0.77; Cr, 0.98. Austenitized at 1200°C. Grain size, 2. 


formations overlap to such a degree 
between 550° and 500°C. (1022° and 
932°F.) that separation of the two is not 
possible using the dilatometric method. 
The curves for the beginning of pearlite 
and end of bainite formation in this region 
are drawn on the basis of microscopic 
observations and are intended to show 
that above 520°C. (968°F.) bainite forma- 
tion is only partly completed before the 
pearlite reaction begins. A dilation-time 
curve obtained at 558°C. (1036°F.) showed 


at all temperatures. The amount of 
precipitation occurring before the start 
of the pearlite reaction varies with tem- 
perature, being a minimum at about 
625°C. 

Steel with 4 Per Cent Nickel 


Investigations carried out on a 4 per 
cent Ni steel have shown that there is a 
range of temperatures in which decom- 
position of austenite takes place with both 
bainite and pearlite formation. 
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Fic. 18.—ISOTHERMAL TRANSFORMATION DIAGRAM FOR 0.2 PER CENT URANIUM STEEL 
Open circles, points determined metallographically. 
Filled circles, 2.5 and 97.5 per cent extension in dilatometer. 
C, 0.54 per cent; Mn, 0.66; U, 0.2. Austenitized at 1100°C. Grain size, 5. 
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FIG. 19.—DILATION VS. TIME CURVE OBTAINED DURING ISOTHERMAL TRANSFORMATION OF 4 PER 
CENT NICKEL STEEL AT 518°C. 
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Dilation vs. time curves obtained gave 
no indication that two reactions were pro- 
ceeding together at temperatures in the 
neighborhood of 500°C. (932°F.). Fig. 19 
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considerably better than in the range 
where two reactions are occurring. 

The photomicrographs of Figs. 21-24 
illustrate the progress of the two reactions 
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Fic. 20.—ISOTHERMAL TRANSFORMATION DIAGR 


AM FOR 4 PER CENT NICKEL STEEL. 


Open circles, points determine 


d metallographically. 


Filled circles, 2.5 and 97.5 per cen 


t extension in dilatomet 
Austenitized at 1100 


er. 
°C. Grain size, 3-4- 


C, 0.50 per cent; Mn, 9.73; Ni, 3-92- 


is a typical dilatometric curve. Micro- 
scopic observation of partially reacted 
specimens quenched from temperatures 
between 450° and 540°C. have been used 
to place the positions of the lines in this 
region of the isothermal transformation 
diagram (Fig. 20). T he plotted dila- 
tometric points in this region show a con- 
siderable scatter. In the lower temperature 
region reproducibility of beginning and 
end of dilation has been observed to be 


atveie Ce (964°F.), the temperature at 
which the dilation vs. time of Fig. 19 was 
obtained. After 240 sec. at 518°C., trans- 
formation is not complete. 

At 525°C. (977°F.) transformation is 
predominantly by the pearlite mechanism. 
Below 475°C. (887°F.) the bainite reaction 
assumes the major role. No nodular struc- 
tures of easy recognition occur below about 
460°C. (860°F.) 


410 


The presence of austenite in partially 
reacted slivers quenched from the range 
475° to 525°C. cannot be interpreted as 
evidence of enrichment, since austenite 


21 


: ? pare 2 BS 
id fax ‘ Ry a 
Peas mak Seok” 


THE BAINITE REACTION IN HYPOEUTECTOID STEELS 


transformation characteristics except th 
corresponding stages of transformati 
were reached in shorter times. 

The occurrence of an overlapping of t 


» 
a 3 
Py. 


I'ics. 21-24.—4 PER CENT NICKEL STEEL QUENCHED FROM 1100°C, TO 518°C. AND HELD FOR TIA 
INDICATED. X 500. ETCHED WITH PICRAL. 


Fig. 21. 10 seconds. 
Fig. 22. 20 seconds. 


can be retained in this steel on a direct 
quench from above Ae;. 

In order to determine the effect of 
homogenization on the transformation 
characteristics, a bar of this steel was 
heated at 1300°C. (2372°F.) for 14 hry A 
brief metallographic study of the homo- 
genized material was restricted to the 
temperature range 475° to s25°C. and 
showed that there was no change in the 


Fig. 23. 120 seconds. 
Fig. 24. 240 seconds. 


two reaction mechanisms in this 4 per ce 
Ni steel is not entirely unexpected in vi 
of the results of Lange and Mathieu?? 
steels of somewhat higher nickel content 


Steels with 1 Per Cent Copper and 1.7 1 
Cent Manganese 


The transformation diagrams for | 
I per cent Cu and 1.7 per cent Mn ste 
are given in Figs. 25 and 26, respectivel: 
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Metallographic study showed that the 
progress of transformation in both steels 
was similar in all important respects to 
that observed in the 4 per cent Ni steel. 
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Plain Carbon Steels 
Three hypoeutectoid plain carbon steels 
have been investigated. Transformation 
rates are very high in these steels—com- 
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Fic. 25.—ISOTHERMAL TRANSFORMATION DIAGRAM FOR 1 PER CENT COPPER STEEL. 
Plotted points represent 97.5 per cent extension of dilatometer specimens. 


C, 0.32 per cent; Mn, 0.64; 


Having established this similarity, it was 
deemed unnecessary to attempt to place 
the boundaries with precision and the 
diagrams for these two steels are to be 
regarded as approximate only. The degree 
of completion of the bainite reaction in- 
creases with decreasing temperature and 
the overlapping of bainite and pearlite 
reactions extends over a range of about 
50° to 75°C. in both cases. 


Cu, 1.14. Austenitized at r1100°C. Grain size, 4~5. 


plete decomposition occurred in 3 sec. 
at 570° to 600°C. (1058° to 1112°F.) in 
the 0.36 per cent C, 0.7 per cent Mn steel— 
and if the isothermal method of study is to 
be used specimens must be very small. 
Accordingly, sliver specimens only were 
used. These slivers were examined micro- 
scopically before X-ray analysis. The 
accuracy of measurement of time at 
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temperature was not great enough to allow 
transformation diagrams to be drawn. 

Pertinent results obtained with the 0.36 
per cent C, 0.7 per cent Mn steel are as 
follows: 


T°C 


conclusion that the most probable location 
of this austenite is that indicated by 
arrows in Fig. 28. This places the austenite 
in contact with the carbon-poor ferrite 
and permits the conclusion, already con- 
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Fic. 26.—ISOTHERMAL TRANSFORMATION DIAGRAW FOR I.7 PER CENT MANGANESE STEEL. 
Open circles, points determined metallographically. 
Filled circles, 2.5 and 97.5 per cent extension in dilatometer. 
C, 0.39 per cent; Mn, 1.67. Austenitized at 1100°C. Grain size, 3-4. 


1. A specimen held for less than one 
second at 620°C. contained ferrite plus 
pearlite that was not fully resolved With 
an objective of numerical aperture 1.30. 

2. After one second at 570°C., decom- 
position was about 30 per cent. The 
structure is shown at two magnifications 
in Figs. 27 and 28. An X-ray pattern ob- 
tained from this specimen showed that 
austenite was present at room temperature. 
Consideration of the morphological and 
etching characteristics have led to the 


sidered in some detail for the 3 per cent 
Cr steel, that austenite is present at 
room temperature as a result of carbon 
enrichment. 

3. Near 500°C. (932°F.) the course of 
transformation during the first 2 sec. at 
temperature was difficult to follow. The 
first product to form isothermally has 
etching characteristics almost identical 
with the martensite formed during sub- 
sequent quenching to room temperature. 
The size and shape of this product are 
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roughly comparable with the size and 
shape of martensite ‘“‘needles.”’ After 3 sec. 
at 505°C. both acicular and nodular trans- 
formation products are present in consider- 
able amount. The acicular product has 
become dark-etching and may be desig- 
nated bainite. After 5 sec. at 496°C. decom- 
position is about 50 per cent, as shown in 
Figs. 29 and 30.* 

4. At 450°C. the reaction has just started 
in 2 sec., as shown in Fig. 31. Holding for 
3 sec. gives the structure of Fig. 32. 
X-ray patterns from the latter structure 
show the presence of lines that could be 
Fe;C lines. Figs. 31 and 32 illustrate the 
transient character of the product first 
formed at 450°C. in this steel. Once 
formed, an additional second at tempera- 
ture is sufficient to cause considerable de- 
composition and change materially the 
étching characteristics. That the structures 
are not the result of etching technique is 
shown by a consideration of the matrix 
structure. In both Figs. 31 and 32 the 
‘martensite matrix is revealed to about the 

same degree. 

Austenite lines, though weak, have been 
* positively identified on the X-ray patterns 
obtained from specimens held for short 
times at temperatures between 500° and 
570°C. No positive evidence of austenite 
in specimens partially reacted at 450°C. 
has been obtained. 
It seems possible to describe the trans- 
- formation kinetics for this steel as follows: 
1. During decomposition at tempera- 
tures between 620° and 570°C. the fer- 
tite reaction remains distinct from the 
pearlite reaction, although at certain 
temperatures the two reactions may pro- 
ceed simultaneously. 


* Diffraction patterns obtained from this 
specimen and from specimens held for short 
times at 543° and 516°C. contained lines that 
do not correspond to lines from ferrite, aus- 
tenite, or FesC. Reproducibility of these results 
thas not been good. It is tentatively sug- 
' gested that decomposition to form Fe3C takes 
place through a transition phase at some 
‘temperatures. 
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2. At about 570°C. the ferrite reaction 
merges into the bainite reaction. Decom- 
position at temperatures between 570° 
and 500°C. takes place with the formation 
of both bainite and pearlite. 

3. At 450°C. decomposition appears to 
go to completion by the bainite reaction. 

A 0.22 per cent C, 0.5 per cent Mn steel 
and a o.47‘per cent C, 0.8 per cent Mn 
steel were examined to determine whether 
there were any important differences in 
the transformation characteristics of the 
three plain carbon steels. The results indi- 
cated a general similarity. Austenite lines 
were easily obtained from the 0.47 per cent 
C steel. A Debye pattern from a sliver of 
the 0.22 per cent C steel held for 1 sec. 
at 523°C. showed very faint austenite 
lines. 

A photomicrograph of the 0.47 per cent C 
steel held 6 sec. at 518°C. shows both 
nodular and acicular products (Fig. 33). 
The appearance of new needles in the 
matrix and the branching of needles is 
illustrated. It has been observed in several 
of the steels studied that the bainite reac- 
tion proceeds in this fashion as well as by 
the apparent extension of platelike volumes 
in two dimensions. 

It seems possible to define the bainite 
reaction for these hypoeutectoid plain 
carbon steels in the same terms that have 
been used to characterize the reaction in 
the alloy steels. The differences are con- 
sidered to be differences in degree only. 


DISCUSSION OF RESULTS 


The isothermal transformation diagrams 
determined in the course of this work have 
been presented in the approximate order of 
increasing similarity to the results for 
plain carbon steels. Transformation within 
a single austenite crystal by two reaction 
mechanisms at some, perhaps all, temper- 
atures within the bainite range is considered 
to be a characteristic feature of isothermal 
austenite decomposition in hypoeutectoid 
steels. These two reaction mechanisms may 
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be widely separated in time or they may reaction sets in within a few seconds after 
overlap to such an extent that it is difficult the beginning of the bainite reaction. Thus, 
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FIGs. 27 AND 28.—STEEL SLIVER (0.36 PER CENT CARBON, 0.7 MANGANESE) QUENCHED FROM 1100° 
TO 570°C., HELD FOR I SECOND AND QUENCHED TO ROOM TEMPERATURE. 

X-ray pattern showed that austenite was present in this specimen after the quench to room 
temperature. 

Fig. 27, X 1000; Fig. 28, X 2500. Etched in dilute Picral. 

Arrows indicate probable locations of austenite. 

Original magnifications given; reduced 14 in reproduction. 


to detect when the first reaction ends. In alloying additions to steel may be con- 
the 3 per cent Cr steel separation isa maxi- sidered from the point of view of their 
mum. In the plain carbon steels the second __ relative effectiveness in separating the two 
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‘eactious at temperatures below about 
550°C. (1022°F.) No broad generalizations 


Fics. 29 AND 30.—STEEL SLIVER (0.36 
TO 496°C., HELD FOR 5 SE 


4 


4 Fig. 29, X 500; Fig. 30, X 2500. 


tion of the bainite reaction is a function of 
temperature. The results reported here 


3° 


PER CENT CARBON, 0.7 MANGANESE) QUENCHED FROM 1100° 
CONDS AND QUENCHED TO ROOM TEMPERATURE. 


Both acicular and nodular products are present. 


Etched in dilute Picral. 


3 
4 Original magnifications given; reduced Yy in reproduction. 


or thoroughgoing comparisons of alloying 
additions on this basis are yet possible. 
It has been known for more than a decade 
that, in certain steels, the degree of comple- 


t 


ay 


indicate that this is a general phenomenon 
in hypoeutectoid steels. This temperature 
dependence of the degree of completion, 
most strikingly illustrated in the 3 per cent 


4160 


Cr and r per cent Cr steels of this investiga- 
tion cannot be adequately represented on 
an isothermal transformation diagram. A 
direct consequence of this characteristic 
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it evident that this is not true in general. | 
Of great importance, when the end of | 
austenite decomposition is represented on — 
the isothermal transformation diagram, is 
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Fics. 31 AND 32.—STEEL SLIVER (0.36 PER CENT CARBON, 0.7 MANGANESE) QUENCHED FROM I100° 
TO 450°C. AND HELD FOR THE TIMES INDICATED. X 2500. ETCHED IN DILUTE PICRAL. 
Original magnification given; reduced 14 in reproduction. 


steel. 
Fig. 32, 3 seconds. 


feature of the bainite reaction is that the 
complete disappearance of austenite after 
isothermal decomposition in the bainite 
range may require a time considerably 
longer than has usually been recognized. 
There seems to be little doubt that austen- 
ite decomposition may be complete in 
relatively short times at temperatures 
somewhat above Ar” for some steels; e.g., 
the 4 per cent Ni and 1.7 per cent Mn steels 
of this investigation. Yet, the results for 
the 3 per cent Cr steel, where incomplete 
reaction by bainite formation was observed 
at all temperatures down to and including 
350°C. (Ar”’ is 370°C. for this steel) make 


Fig. 31, 2 seconds. This illustrates the product first formed during the bainite reaction in this 


the experimental method used and the 
criterion adopted for determination of this 
line. In the present work the end of austen- 
ite decomposition has not been represented 
except for the 3 per cent Cr steel, and the 
end of bainite formation has been shown on 
the basis of dilatometric evidence. Again, it 
is pointed out that in certain steels the end 
of bainite formation does undoubtedly 
correspond to the end of austenite decom- 
position for a range of temperatures imme- 
diately above Ar’. 

It seems evident that the bainite reac- 
tion’ begins only after.some carbon move- 
ment has taken place in the matrix. 
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When first formed, the product is super- 
saturated. The etching effects obtained 
may be considered satisfactory evidence of 
this fact. Still to be determined is the rela- 


ibn? ‘ a4 
Fic. 33.—STEEL SLIVER (0.47 PER CENT CARBON, 0.8 MANGANESE) QUENCHED FROM 1100°C. TO 
ih ; ; 518°C. AND HELD FOR 6 SECONDS. 
Original magnification 1000; reduced 1 in reproduction. Etched in dilute Picral. 


“tionship between the degree of super- 


‘phenomenon of general importance. That 
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saturation of the product and the degree of 
completion the bainite reaction may attain 
at a given temperature. 

A description of the transformation of 
austenite in the bainite region has been 
given (p. 405), based on detailed study of 
the 3 per cent Cr steel. The experimental 
‘results for the other steels studied lead to 
the conclusion that this description applies 
to hypoeutectoid steels in general. The 
existence of carbon-enriched austenite 
dispersed throughout the bainite trans- 
formation product is considered to be a 


this austenite may remain undecomposed 
for a considerable time at some temper- 
atures has been shown for the 3 per cent 


Cr steel. It is suggested that the presence 


% 


at room temperature of carbon-enriched 
austenite or of martensite formed from it 
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on cooling may account for some of the 
inferior physical properties, particularly in 
notched-bar tests, which have been re- 
ported by Dépfer and Wiester,?! Payson 


“6% : 


and Hodapp,” and Griffiths, Pfeil and 
Allen’ for certain alloy steels transformed 
isothermally in the bainite range. 

The mechanism of bainite formation 
presented involves very rapid carbon 
movement in local regions followed by a 
lattice transformation in carbon-poor vol- 
umes. The size of the product when first 
formed is antithetical to the concept of a 
nucleus. Large nuclei can be expected to 
form only at temperatures very near to 
the equilibrium transformation temper- 
ature and only after long delay. 

Once started, bainite formation proceeds 
in large part by the appearance of new vol- 
umes of this product and by the branching 
of previously formed volumes. There seems 
to be little tendency for growth in the usual 
sense of accretion. Thus nucleation and 
grain-growth concepts cannot be expected 
to assist in building up a theory of bainite 
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formation. An adequate theory of this 
reaction must explain the temperature 
dependence of the degree of completion of 
the reaction and must account for the rapid 
movement of carbon in local regions at 
temperatures where diffusion in the ordi- 
nary sense is comparatively slow. 


SUMMARY 


1. Isothermal decomposition of austenite 
has been studied in hypoeutectoid steels 
containing chromium, chromium and mo- 
lybdenum, uranium, nickel, manganese 
and copper in solution. Plain carbon steels 
of carbon contents 0.22, 0.36 and 0.47 per 
cent have been studied also. The iso- 
thermal transformation diagrams for the 
alloy steels have been presented in the 
approximate order of decreasing separation 
in time of the bainite and pearlite reactions. 

2. The following mechanism of bainite 


formation in hypoeutectoid steels is 
proposed: 
a. In restricted volumes rapid car- 


bon movement takes place in such 
a way as to yield austenite re- 
gions of alternate high and low carbon 
concentration. 

b. The low-carbon austenite transforms 
at the reaction temperature into a 
supersaturated ferrite by a marten- 
site-like lattice rearrangement. The 
degree of supersaturation of the prod- 
uct is a function of temperature. 

c. This supersaturated ferrite begins at 
once to decompose, precipitating an 
iron carbide in a ferrite matrix to 
form the dark-etching, acicular prod- 
uct known as bainite. 


3. The degree of completion of the bain- 
ite reaction is a function of the transforma- 
tion temperature, the degree of completion 
increasing rapidly with decreasing tempera- 
ture. Matrix austenite undecomposed 
during bainite formation transforms by 
another mechanism on continued holding 
at the reaction temperature. 
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4. Austenite enriched in carbon during | 


bainite formation, in virtue of its high car- 
bon content, can be retained at room tem- 


perature. The decomposition of this en- | 


riched austenite on holding at the trans- 
formation temperature may precede or 
follow the decomposition of the unreacted 
matrix austenite depending upon the tem- 


perature and the chemical compositions of | 


the two austenites. 


5. It is suggested that the presence at | 


room temperature of carbon-enriched aus- 
tenite or of martensite formed from it on 
cooling may account for some of the 
inferior physical properties that have been 
reported for certain alloy steels transformed 
isothermally in the bainite region. 

6. It is concluded that concepts of 
nucleation and grain growth cannot assist 
in the formulation of a theory of the 
bainite reaction. 
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DISCUSSION 
(Walter Crafts presiding) 


G. V. SmitH,* Kearny, N. J—The writer 
has found this paper very interesting and 
worth while and, with respect to the postulated 
mechanism of the bainite reaction, quite 
thought provoking. It is felt that the experi- 
mental evjdence deduced in support of the 
hypothesis that in the formation of bainite 
in hypoeutectoid steels “rapid carbon move- 
ment takes place in such a way as to yield 
austenite regions of alternate high and low 
carbon concentration” and that “the low- 
carbon austenite transforms at the reaction 
temperature into a supersaturated ferrite by 
a martensitelike rearrangement” is not in- 
controvertible. This is particularly true when 
the authors also state that ‘‘the size of the 
product when first formed is antithetical to 
the concept of a nucleus” and that ‘there 
seems to be little tendency for growth in the 
usual sense of accretion.” 

On their face, then, the postulations appear 
to involve at least two physical improbabilities, 
and this suggests careful consideration of the 
experimental evidence. The two apparent 
physical improbabilities are: (1) that the 
required diffusion of carbon could take place 
in such a short time, and (2) that the required 
depletion and enrichment of carbon could 
occur along crystallographic planes throughout 
such tremendous atomic distances as appar- 
ently are contemplated. 

The finding by X-ray diffraction methods of 
austenite in samples reacted to bainite is 
extremely interesting, but the writer finds it 
less easy than the authors to dismiss the first 
suggested possibility for the austenite reten- 
tion; namely, that austenite of unchanged 
carbon content is ‘‘stabilized.”” It does not 
seem logical to the writer that some of the 
austenite necessarily must be situated “in 
the parts of the specimen that at transforma- 
tion temperature contained the greatest 
amounts of austenite,” but rather that all of 
the austenite could be emplaced between the 
plates of bainite. This latter possibility could 
occur, for example, because of the local stress 
conditions arising from the volume expansion 
accompanying the transformation. The ques- 


* U.S. Steel Corporation, Research Labora- 
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tion might be asked: Why does the amount of 
bainite formed depend upon the reaction 
temperature, increasing with decreased tem- 
perature? Might not the question of state of 
stress be the reason in part for this dependency? 
I believe this sort of explanation was orig- 
inally put forth by Carpenter and Robertson* 
to explain the dependency of the amount of 
martensite on the temperature. 

The “other evidence that the austenite 
retained is enriched” has to do with the in- 
tensity of the gamma diffraction lines and the 
occurrence of a tetragonal split. The evidence 
regarding the intensities seems rather uncer- 
tain, and it would appear that the effects 
observed would occur whether or not the 
austenite were enriched; i.e., the observations 
fit the possibility of a “‘stabilized”’ austenite 
as well as an enriched austenite, the intensity 
being solely dependent, for practical purposes, 
on the amount of austenite. The postulation 
that carbon diffuses from the enriched austen- 
ite areas to the large volumes of austenite 
appears to be extremely unlikely in the time 
available. 

With regard to the ‘“‘tetragonal split,” there 
are several questions. Why was not a “‘tetrag- 
onal split”? observed in all samples only 
partially reacted, as, for example, that of 
Fig. 13? I assume that by ‘‘tetragonal split” 
the authors mean the splitting of, say, the 
{tro} diffraction line of body-centered cubic 
ferrite into two lines, owing to the distortion 
to the tetragonal lattice. How did the authors 
distinguish between the martensite resulting 
from the assumed enriched austenite and that 
from the remainder of the sample? Since the 
samples of Tables 2 and 3 were not reacted to 
completion, there should be martensite with a 
“tetragonal split” and axial ratio correspond- 
ing to the nominal carbon content and, which 
might be difficult to distinguish, owing to-line 
diffuseness, from martensite of slightly higher 
carbon content. Do the authors feel that the 
change of axial ratio in Table 3 from r1.002 
to 1.019 is outside their experimental error, 
and do they have any explanation of why, if 
real, the change should occur so slowly up 
to 67.5 hr. and then disappear entirely before 
120 hr.? Incidentally, it_does not seem perti- 


* H. Carpenter and J. M. Robertson: Metals 
2, 881. London, 1939, Oxford Univ. Press. 
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nent to use the data of Table 3 to argue with 
respect to the bainite reaction, since at 500°C. 
the reaction product according to Fig. 1 is 
“ferrite,” not bainite. 

To the writer, the greatest difficulty in the 
hypothesis is that mentioned earlier; namely, 
that of the necessary prearrangement of 
atoms in the austenite lattice having to occur 
on such a vast scale in order that the bainite 
platelets may spring full-formed from the 
matrix lattice. This is, of course, exactly what 
occurs during the formation of the initial 
nuclei in all reaction processes that involve 
growth, but, it is to be emphasized, on a much 
reduced scale, the nuclei forming in submicro- 
scopic size. There appear to be two general 
mechanisms by which solid-state reactions 
occur; (1) by a growth process involving 
diffusion and (2), by a shearing process not 
involving diffusion. What the authors appar- 
ently contemplate is a combination of the 
two, which to this reader is difficult to accept 
either on theoretical grounds or on the basis of 
the experimental evidence presented. Rather, 
the concepts attributed by the authors to 
Bain and to Wever are thought to be more 
nearly correct. 


C. M. OFFENHAUER,* Niagara Falls, N. Y — 
The authors are to be congratulated on their 
investigation of the bainite reaction. The 
photomicrographs illustrating the various 
structures are very fine examples of metallo- 
graphic technique. 

Several points might be clarified by further 
information. It is stated that austenite may be 
enriched by the bainite reaction to such an 
extent that the Ar” temperature is depressed 
below room temperature. This amount of 
enrichment would imply that: 

1. The bainite structure contains less carbon 
and probably less chromium than the parent 
austenite because a considerable alloy content 
would be necessary to account for the per- 
sistence of the austenite. 

2. The volumetric proportion of transforma- 
tion of the low-carbon, low-alloy structure 
would have to be fairly large to account 
for any but the most microscopically local 
enrichment. 


* Research Metallurgist, Union Carbide and 
Carbon Research Laboratories. 
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The composition of the bainite has not been 
shown to be low in carbon or low in chromium. 
The photomicrographs indicate the possibility 
of a low-carbon structure, at least near the 
beginning of the reaction, and perhaps this 
same type of reaction continues until the 
beginning of the second reaction. Studies of 
the bainite reaction made at the Union Carbide 
and Carbon Research Laboratories have indi- 
cated that the initial bainite in a chromium 
_steel appears to consist of acicular ferrite 
containing a relatively small proportion of 
carbides near the middle of the needle. It 
would seem justifiable, then, to assume that 
the original bainite formed is relatively low 
in carbon. We should like to ask the authors if 
they have any reason to believe that the 
reaction product is also low in chromium, or 
whether they consider that enrichment of the 
austenite by chromium is necessary for the 
retention of austenite. 

It is implied in Table 2 and on page 40 that 
the retained austenite gradually increases to a 
maximum for the 6-min. isothermal treatment 
at 450°C., and then decreases. We should like 
to know the relative amounts of transformation 
that represent maximum retention of austenite 


and if this fraction of transformation repre- 


sents the maximum austenite retention at 
other temperatures. 


E. P. Kuter (author’s reply)—The discus- 
sions by Mr. Offenhauer and Dr. Smith deal 
particularly with the X-ray data obtained for 
the 3 per cent Cr steel. Especially is this true 
with respect to the data from which it has been 
argued that the austenite retained at room 
temperature has been enriched with carbon. 
Before proceeding with the presentation of 
some additional data that further clarify this 
point, it is desirable to consider briefly the role 
of carbon in developing the tetragonal marten- 
site structure. 

The data of Honda and Nishiyama," in par- 
ticular, show that freshly formed martensite 
possesses a body-centered tetragonal crystal 
structure. The tetragonality of this structure, 
however, is measurable only for carbon con- 
tents between about 0.55 and 1.8 per cent. In 
this range the tetragonality or axial ratio c/a 
increases linearly with carbon content. 

A specimen of the 3 per cent Cr, 0.38 per 
cent C steel quenched to room temperature 
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does not contain martensite of a measurable 
tetragonality; therefore the appearance of a 
measurable tetragonality for martensite formed 
in this steel must necessarily mean that this 
martensite formed from an austenite contain- 
ing considerably more than 0.38 per cent 
carbon. 

The accuracy with which the ratio c/a can 
be reproduced allows this value to be stated to 
three real numbers. Thus in Table 3 the thou- 
sandths place is subject to some uncertainty; 
although the consistency of the values might 
be considered as arguing for the near correct- 
ness of the fourth real number. In terms of car- 
bon content, however, this fourth number is of 
little significance; i.e., the martensite formed 
after transforming 26 hr. has the same carbon 
content as the specimen transformed 67.5 
hours. 

In Table 5 are presented data indicating the 
products obtained during the initial stages of 
bainite formation. 


TABLE 5.—Phase Identification for Initial 
Stages of Bainite Formation 


ee 


Transfor- 
mation ; 
Temper- Time 
ature at 
Steel Tem- Structure 
per- 
Deg. | Deg. auc 
es F. 
| 
3 percent Cr| 475 | 887 90 sec.| y + tet. split (?) 
3 per cent Cr| 475 | 887 | 180 sec.| y + tet. split 
3 per cent Cr] 475 | 887 | 23 hr. | tet. split + (vy)? 
I percent Cr, 
0-40 per : 
cent Mo...| 515 | 959 | 90sec.) 7 + tet. split 
I per cent Cr| 550 |1022 | 120 sec. tet. Spliba 1e 
I per cent Cr) 535 959 45 sec.| y + tet. split 
I per cent Cr] 505 | 941 | 320SseC.) 7 + tet. split 


ee SE 


For the 3 per cent Cr steel the doublet lines 
are weak, as would be expected from the slight 
precipitation (cf. Fig. 14). The (111)7; (110) 
and ((10t)@ + (o1t)a) lines are clearly dis- 
tinguishable after transformation for 3 min. at 
475°C. (887°F.), however. This tetragonal 
structure was not observed for like times at 
450°C. (842°F.), the austenite lines becoming 
evident without the appearance of the tetra- 
gonal structure. 

The data presented for steel 1 per cent Ci 
show better the alterations in the transforma- 
tion phenomena on lowering the temperature 
of transformation. The differences between the 
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mechanisms of ferrite and bainite formation are 
matters of degree and are not generic differ- 
ences. It is unfortunate that in the paper other 
differences are inferred. 

The data above show conclusively that ad- 
jJustments in carbon concentration do take 
place during the course of the bainite reaction. 
That this carbon adjustment is on the scale 
previously indicated necessarily follows. It 
must be concluded that Dr. Smith’s objections 
to the proposed mechanism of bainite forma- 
tion are not valid. 


IN HYPOEUTECTOID STEELS 


In answer to Mr. Offenhauer, it is doubtful 
whether chromium diffusion takes place during 
bainite formation in the 3 per cent Cr steel. 
That chromium is not necessary for austenite 
retention is evident from the results for steels 
containing no chromium. 

For a given reaction temperature, austenite 
retention at room temperature appears to be 
a maximum at the virtual end of bainite forma- 
tion, while the bainite present at this point 
varies as a function of the reaction temperature. 
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